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Monarch has already been selected for prime and 
sub-contract defense requirements. We have 
capacity for additional production of aluminum 
permanent mold, aluminum and zinc die cast- 
ings, plus facilities for complete assembly work 
regardless of casting requirements. 


Monarch-Men work at every useful level in 
industry. They are in an excellent position to 


300,000 square feet of manufac- 
turing area devoted entirely to 
the production of Aluminum Per- 
manent Mold Castings, Aluminum 
and Zinc Die Castings. 


MONARCH IS MOBILIZED To Serve You Now! 


help you solve your own casting and related 
production problems. 


Monarch, under one management for 37 years, 
has demonstrated the engineering, technical 
and production capabilities to meet any spe- 
cific emergency. 


Monarch welcomes the opportunity to work 
with you today in giving the widest possible 
casting or assembly services, utilizing the ful! 
scope of Monarch’s unique facilities. 

WRITE TODAY for your copy of our new “FACT- FILE” 
folder which illustrates and describes Monarch’s 
outstanding facilities. You'll want it for your cast- 
ings source file. 





a tee a ned 
to Change Procedures” 


HIS purchasing agent saw the possibilities of producing that difficult part by the 
je Castings method. He investigated and found that Parker was the oldest name 
in Die Castings with 50 years of experience in producing Die Castings for all of in- 
dustry. During the last war nearly all of Parker’s production went to the aircraft 
industry. The Parker engineers were called in early in the planning stages. With 

their help the part was produced quickly, exactingly 
and economically. Call Parker on your next require- 
ad. sella ments. Utilize our vest reservoir of experience and 
know-how in producing Die Castings. 
you think 


of Die Castings 


- - THINK OF Parker White Metal Company - 2153 McKinley Ave. Erie, Penna. 
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THE NEW 
“HOW-TO” BOOK 


ON DIE CASTINGS 
cet rour FREE COPY or tnis 


HELPFUL NEW BOOKLET NOW! 


Manufacturers everywhere can profit from this authoritative 
new handbook on “How to step up production and cut costs 
with die castings.” 

It’s big enough to cover a big subject, small enough to fit ina 
filing cabinet. It features basic information for management 
men on the cost-cutting advantages of die castings . . . contains 
practical suggestions and factual data for designers and prod- 
uct engineers. 


It’s offered as a free service by The Hoover Company, and it’s § 
based on Hoover's 29 years’ experience in designing and mak- 
ing successful castings. 


Tear off the coupon below and mail it today for your free copy ! 





TAKE A LOOK AT THESE SAMPLE PAGES: 


DIE CASTINGS AT A GLANCE. A quick run-down on what die castings 
are, why they're so popular, and what kinds of castings to use for 
various purposes. 


——-—-—- HOW DIE CASTINGS ARE MADE. Here's one of several picture pages 
showing the progress of a die casting job from start to finish, from 
idea to customer. 


Z HINTS FOR DESIGNING. Suggestions, reminders, listings of specifica- 
a tions and tolerances . . . all sorts of information to help plan die cast- 
ings that will iook well, work well, and cut production costs. 


Besides sending for your free copy of this helpful new 
book, you may need help on some special problem. Call 
in a Hoover sales engineer. There’s no obligation. 


HOOVER 
By © Pariah ithe fil of dit cating 


THE HOOVER COMPANY, Die Casting Division, North Canton, Ohio. 
Please send me a free copy of your new DIE CASTING BOOKLET. 


Name 








Company 





Address. 








City 
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* Need die castings? Newton-New Haven 
has the facilities for the production of zinc and 


aluminum alloy die castings. 


Place your die casting responsibilities with 
Newton-New Haven. Here is an organization that 
has the equipment, the personnel, the experience 


and the whole-hearted desire to help. 








Newton-New Haven has prepared a 
booklet on "Di joning Die Cast- 
ings.” This is a basic data that every 
Engineer and Designer should bave. 
Write on your company letterbead 
for your copy. 











ot 
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LITERATURE AND 
SERVICES OFFERED 
IN THIS MONTH'S ADS 


NOTE: Circle numbers on the enclosed post 
card to indicate literature, samples or trial 
services you wish to receive 


No. 1. THE CERTIFIED ZINC ALLOY PLAN 
is the subject of a bulletin available 
from the American Die Casting Institute. 
The plan assures users of licensed companies’ 
die castings of “on grade” zinc alloys. 


No. 2. SAMPLES OF TINY DIE CASTINGS 
and bulletins covering production facilities 
are offered by the Gries Reproducer Corp. 
This company specializes in very small zinc 
die castings. 


No. 3. A “HOW-TO” BOOKLET ON DIE 
CASTINGS is offered by the Hoover Co. The 
booklet shows uses for die castings, how 
they are made and gives suggestions on die 
casting design. 


| No. 4. LITERATURE AND DESIGN INFOR- 


MATION on alumi and i die 





| castings are available from Litemetal Die- 
| cast, Inc. 


| No. 5. MELTING KETTLES and allied foun- 
| dry equipment for use in die casting are 


described and illustrated in C. H. Milles 
Foundry Co.'s Catalog No. 101. 


No. 6. PYDRAUL F-9 HYDRAULIC FLUID 
is described in Technical Bulletin No. 
O-D-602, available from the Monsanto 
Chemical Co. F-9, a non-flammable com- 
pound, was developed primarily for use in 
die casting machines. 


No. 7. A FOLDER DESCRIBING THE MON- 
ARCH Aluminum Mfg. Co.'s plant and its 
zinc and aluminum die casting facilities is 
available from the company. 


No. 9. “HOW TO DIMENSION PRINTS 
FOR DIE CASTINGS” is the title of a book- 
let offered by the Newton New Haven Co. 
The booklet gives detailed instructions for 

idance in di ioning die casting draw- 





No. 10. CENTRIFUGAL DRIERS or plated 
work or small lacquered parts are illustrated 
in a four-page folder available from the 
New Holland Machine Co. 


No. 11. BURNISHING MIXTURES and sug- 
gestions on how to use them are contained 
in a catalog issued by the Abbott Ball Co. 
The company manufactures burnishing shapes 
made of bearing ball steel in many shapes 
and sizes. 


(Continued on Page 3) 
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FOR 


PRECISION 


FROM 


PRINT 
PRODUCT 


Twenty-four years of company experience, highly 
qualified personnel throughout, plus modern equip- 


ment, layout and buildings, form the basis of our 
Brass, Bronze, 


unfailing precision. . Seed Geeiiies 
Zinc-Base Die 
From the blueprint through to the finished product, Castings 
Aluminum 
Gravity Die 
Castings 


Kiowa's engineering and production skills are at 
your service. Whatever your casting problem may 


. In a wide range of 
be, consult Kiowa. sizes and designs. 


KIO MVACO RO RN IO] 


ve mV VE) EDS 
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Greater safety for employees . . . improved efficiency 
and longer service from machines . . . economy in 
operation. Those are the advantages offered by 
Monsanto’s new hydraulic fluid, Pydraul F-9. Pydraul 
F-9 is known as Hydraulic Fluid F-9 to industries 
which have tested and are using the product. 


Pydraul F-9 is a nonflammable-type fluid developed 
primarily for use in die-casting machines, hydroelectric 
turbines, glass-drawing machines, hydraulic presses 
and other equipment that requires a fluid power- 
transfer medium. 


Safety, the major advantage of Pydraul F-9, comes 
from its nonflammability. This characteristic elim- 
inates the fire hazard of ordinary hydraulic fluids, 
protecting workmen, machinery and buildings. 
Economy results because Pydraul F-9 has high lubric- 
ity and resistance to shear and mechanical breakdown 

. . because it does not corrode metals ordinarily 
used in machines employing hydraulic pressure. 
Efficiency of Pydraul F-9 has been proved in the 
laboratory and in actual service. 


reater AFETY Write for Monsanto Technical Bulletin No. O-D-602 
which gives complete details. Address any Monsanto 

Sales Office or MONSANTO CHEMICAL COMPANY, 

Organic Chemicals Division, 1700 South Second Street, 


St. Louis 4, Missouri. 


for your plant Satis 














CHEMICALS © PLASTICS 








DISTRICT SALES OFFICES: Birmingham, Boston, Charlotte, Chicago, 
Cincinnati, Cleveland, Detroit, Houston, Los Angeles, New York, 
Philadelphia, Portland, Ore., San Francisco, Seattle. In Canada, 
Monsanto (Canada) Ltd., Montreal. 








SERVING INDUSTRY... WHICH SERVES MANKIND 
DIE CASTINGS 








A & A Die Cast and Plastic Molds Co., 
West Los Angeles, Calii. 
The Accurate Die Casting Co., Cleveland, Ohio 
Advance Pressure Castings, Inc., Brooklyn. N. Y. 
Advance Tool 6 Die Casting Co., Milwaukee, Wis. 


Badger Die Casting Co., Milwaukee, Wis. 


Central Die Casting & Mig. Co.. Inc., Chicago, Il. 
Cleveland Hardware & Forging Co.. Cleveland, Ohio 
Congress Drives Division, Tann Corp., Detroit, Mich. 
Continental Die Casting Corp.. Detroit, Mich. 
Division of F. L. Jacobs Co. 
Crown City Die Casting Co., Pasadena, Calif. 


Doehler-Jarvis Corp.. Pottstown, Penna. 
Doehler-Jarvis Corp., Toledo, Ohio 
Doehler-Jarvis Corp., Chicago. Ill. 
Dollin Corporation, Irvington, N. J. 

Du-Wel Metal Products, Inc.. Bangor, Mich. 


Fanare Manufacturing Co., Inc., Whittier, Calif. 
Federal Die Casting Co., Chicago, Il. 


Glenvale Products Corporation, Detroit, Mich. 
Globe Imperial Corporation, Rockford, Il. 
Cc. M. Grey Mig. Co., East Orange, N. J. 


Heick Die Casting Corporation, Chicago, Ill. 
Hilfinger Corporation, Toledo, Ohio 
The Hoover Company, North Canton, Ohio 


Kamin Die Casting & Mig. Co., Chicago. lll. 
Kiowa Corporation, Marshalltown, Jowa 
Paul Krone Die Casting Co.. Chicago, Ill. 


Madison-Kipp Corporation, Madison, Wis. 
Milwaukee Die Casting Co., Milwaukee, Wis. 
Monarch Aluminum Mig. Co., Cleveland, Ohio 

Mt. Vernon Die Casting Corp., Mt. Vernon, N. Y. 


New Products Corp.. Benton Harbor, Mich. 


Paragon Die Casting Co.. Chicago, Ill. 
Parker White Metal Co., Erie, Penna. 
Precision Castings Co., Inc., Syracuse, N. Y. 
Precision Castings Co.. Inc., Cleveland, Ohio 
Precision Castings Co., Inc., Reed Metal 
Crafts Division, Chicago, Ill. 
Pressure Castings, Inc., Cleveland, Ohio 


Racine Die Casting Co., Racine, Wis. 


St. Louis Die Casting Corp.. St. Louis, Mo. 
Schultz Die Casting Co., Toledo. Ohio 
Sterling Die Casting Co., Inc., Brooklyn, N. Y. 
Stewart Die Casting Div. of Stewart Warner Corp.., 
Bridgeport, Conn. 
Stewart Die Casting Division of Stewart Warner Corp., 
Chicago, Il. 

Stroh Die Moulded Casting Co., Milwaukee, Wis. 

Superior Die Casting Co., The; Cleveland, O. 


The Tool-Die Engineering Co., Cleveland, Ohio 
Twin City Die Casting Co., Minneapolis, Minn. 


Union Die Casting Co., Ltd., Los Angeles, Calif. 
Universal Die Casting Co., Los Angeles, Calif. 


Wells Die Casting Co., San Francisco, Calif. 
Western Die Casting Co., Emeryville, Calif. 





AMERICAN DIE CASTING INSTITUTE, INC. 


366 MADISON AVENUE NEW YORK 17, N. Y. 
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. «» Wheels, Pulleys, Knobs 
and other Circular Components 


Flywheels, handwheels, pulleys, discs, control knobs, 
circular dials and covers are typical of circular units 
often die cast in quantity with substantial savings to 
the user. 


Such savings are reflected in (a) the actual produc- 
tion cost of the finished part, (b) machining and fin- 
ishing operations eliminated, (c) assembly time saved. 
Other inherent advantages may include: 


@ Cast-in sleeves or bushings, holes, slots, grooves, 
or undercuts. 


@ Cast-in lettering, numerals, gradation marks. 
@ A high degree of concentricity and balance. 
@ Elimination of excess weight. 
@ Faithful mass duplication of the original design. 
@ Improved sales appeal. 
The next time you have the problem of producing 


circular components accurately, and in quantity, con- 
sider having them die cast by MILWAUKEE. 


LWAUKEE DIE CASTING COMPANY 


1019N. FOURTH STREET © MILWAUKEE 3, WISCONSIN 





LITERATURE AND SERVICES 
(Continued from Page 4) 





No. 12. ENAMEL FILLING of recesses in 
die cast parts is illustrated and described 
in literature available from the Acromark 
Co. 


No. 13. A BRIGHT CHROMATE FINISH 
called Iridite is manufactured by Allied 
Research Products, Inc. Full information and 
free samples or processing are available. 


No. 14. “ADVANCED BARREL FINISHING” 
is the title of a booklet offered by the 
Almco Division. The booklet gives details 
of the Supersheen method of controlled 
barrel deburring, grinding and finishing. 


No. 15. BACKSTAND BELT GRINDING AND 
POLISHING and its advantages over other 
methods are discussed in a Coated Abrasives 
Div., Armour & Co., booklet. The booklet 
also shows equipment needed for backstand 
belt work. 


No. 16. “CONTROLLED-AIR-POWER FEED- 
ING” of parts to press rams can save 
time and money, according to the Bellows Co. 
Their bulletin T-80 and other available lit- 
erature on rotary feed tables tell how it’s 
done. 


No. 17. DIE-FINISHING COMPOUNDS made 
by the Hyprez Div., Engis Equipment Co., are 
described in a company folder. Hyprez dia- 
mond compounds are sold in cartridges for 
use in the Hyprez applicator gun. 


No. 18. CORROSION-RESISTANT AND 
PAINT-BONDING coatings made by the 
Neilson Chemical Co. for use on zinc, alumi- 
num and steel are described in literature 
available from the company. 


No. 19. “SOME GOOD THINGS TO KNOW 
ABOUT METAL CLEANING” is the title of 
a 44-page booklet offered by Oakite Prod- 
ucts, Inc. The company manufactures a line 
of metal-cleaning materials. 


No. 20. LAPPING MACHINES WHICH 
ELIMINATE the need for gasketing complex 
die cast shapes are described in a 16-page 
booklet offered by the Crane Packing Co. 


No. 21. SIMULATED METAL FINISHES are 
given to products with Ploteiustre, a point 
recently marketed by the Maas & Woaldstein 
Co. Literature is available on this product, 
which can be used to simulate copper, brass 
or bronze plating. 


No. 22. AN ELECTRO-CLEANER AND SUR- 
FACE CONDITIONER designed especially for 
use on zinc-base die castings is described 
in a Diversey Corp. bulletin. Diversey No. 
505 is used for reverse-current electro-clean- 
ing and surface conditioning. 
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...If you want to 
cut corners, 

ry ol-1-to Ml )acleltrailelap 
lower costs 


Yes, die casting means savings — in time, Here's economy without sacrifice of appear- 
effort, and raw materials. arice or strength! If you haven't already consid- 
Here's « case in point: Aluminum die cast- ered the cost-cutting possibilities offered by die 
ings serve as corner pieces on this sliding type casting, why not consult with us? We have helped 
bus sash, to fill the square openings in the bus o host of manufacturers corner” the difficulties 
body and round out the inner sash frame for in their production problems, and get the an- 
better appearance. Die casting is employed to swers to increased output and better products — 
make the pieces, because no other method of at less cost. 
manufacturing these corner inserts can produce 
them so inexpensively — or so well. 


Look at these inserts. Specially designed to 
facilitate sash assembly, each consists of two 
parts that lock together by means of studs. Says 
Transportation Sash Company, Inc., makers of 
this type sash for Mack C-50 buses: “These die M Le Vv E R N ° N 
castings are eminently satisfactory. No machin- Die CASTING CORRS. 
ing is required, and the finished corner pieces 
match the aluminum extrusions used in the sash 
when both are polished.” 
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Aluminum Electric lron 
Sole Plate Die Cast 
by Alcoa 
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astings combine these properties best 


Did you know that some of the biggest and most complex die castings are 
made-by Alcoa? (The dog on the side of Greyhound Buses, for example.) 
That Alcoa Die Castings are now used for highly stressed parts? (The Nash 
clutch housing is one.) That many electric iron soleplates are die cast in 
aluminum by Alcoa for heat conductivity and light weight. 


Before you buy your next die castings, do this. List the properties that 
you need most for the job. Then compare all the die casting metals for 
properties such as: 


Dimensional stability—Will your part need to resist sustained loads or 
high temperatures? Alcoa Die Castings will meet these requirements. 


Lightness—Will your die castings be used for moving parts or prod- 
ucts that -must be portable? An aluminum die casting can weigh % as 
much as heavy metals. 


Conductivity—Will your die castings need good heat transfer proper- 
ties? Alcoa aluminum die castings will do the job best. 


Your local Alcoa specialist will gladly help you make a comparison of metals. 
He’s listed under “aluminum” in your classified phone book. Or write: 
ALUMINUM COMPANY OF AMERICA, 1895D Gulf Bldg., Pittsburgh 19, Pa. 


MAKES ESSENTIAL DIE CASTINGS FOR MILITARY AND NON-MILITARY USES 
ALUMINUM & MAGNESIUM 
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DEPENDABLE 


BETTER BETTER 
METHODS. DIE CASTINGS 
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SINCE 1919 

















The meaning 
of a signatare! 


Through a quarter of a century of know- 
ing how, the $%s1 reputation for Better 
Methods— Better Die Castings, has been 
recognized. 


Sound engineering, metallurgical knowl- 
edge and skilled techniques have achieved 
and maintained a standard of superior 
quality. 


S%sq has kept faith, always deserving the 
mark it bears. §#@&sr means die castings 


OPPORTUNITIES 








AIR FLASKS AVAILABLE 


5000 Ib. test; 17” diameter, 63” long; 
6 cu. ft. internal capacity. For fur- 
ther information write: 


THE BURDETT OXYGEN CO. 
3300 Lakeside Avenue 
Cleveland 14, Ohio 

Attn: J. F. Wagner 








POSITION WANTED 


Die cast foreman looking for position 
in Southern plant. Fully experienced. 
Write Box 4151, Die Castings Maga- 
zine. 








POSITION WANTED 

= 
Die casting engi with experience 
in alumi . gnesi and zinc 
production is seeking a responsible 
position with a die casting company 
in either a production or sales ca- 
pacity. Complete resume of experi- 
ence will be sent upon request. Ad- 
dress inquiries to Box 4251, Die 
Castings Magazine. 














FOR SALE 
TWO DIE CASTING MACHINES 


Model 7B—Lester 


BALCHER MACHINERY 
‘ _ COMPANY 
A sound, time-tested institution and a sound 1884 S. Compton Road 


time-tested product have won confidence Cleveland Heights 18, Ohio 
i : FAi 1-1186 
and widespread endorsement. Telephone irmount 


for those who want the best. 











FOR SALE 
DIE CASTING BUSINESS 


Zinc and aluminum die casting plant 
BETTER BETTER and die shop. Located in Midwestern 
metwoos DIE CASTINGS cay WA all 
FOUR DIE CASTING MACHINES 

DIE CASTINGS COMPLETE TOOL ROOM 
- PLATING DEPARTMENT 

19 CLEANING, FINISHING AND 
SINCE 1919 =——— ASSEMBLY DEPARTMENTS 


12,500 sq. ft. of floor space, on 12 
city lots, near railroad siding. 












































Established over 22 rs specializ- 
THE SUPERIOR DIE CASTING COMPANY ing on custom di cattiogs with world 
1001 London Road CLEVELAND 10, OHIO be Bh ge 


Detroit Chicege Pittaburgh Write Box 4351, 
{Z Philedelphic New York Die Castings Magazine 
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@ Many of America’s leading manufacturers, 
producing a wide variety of products, are 
benefiting from Auto-Lite die cast research, 
experience and advancement. Such devel- 
opments as high pressure casting, special 
alloying practices and improved quality 
through the “controlled metals process” 
make Auto-Lite the logical source of supply 
for precision die castings. Address 
inquiries to: 
THE ELECTRIC AUTO-LITE COMPANY 
Die Casting Division ’ 
Woodstock, Illinois 
Leckland Division, Cincinnati 15, Ohio 
600 So. Michigan Ave. 723 New Center Bidg. 
Chicago §, Illinois Detroit 2, Michigan 
Tune in “‘Suspense!"’. . CBS Radic Thurs... . CBS Television Tees. 


DIE CASTINGS @ WIRE & CABLE e 
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FOR QUALITY PRODUCTION 


AMERICAN 
ELECTROLYTIC 


99 .99+% 





AMERICAN ZINC SALES CO., Distributors 
for AMERICAN ZINC, LEAD & SMELTING CO. 
Columbus, Ohio 

Chicage: 

St. Lovis 


‘*-' New York: 
DIE CASTINGS 
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PRECISION’S 


©) Defense Production 
: | 4 Experience Available 
a TO YOU! 





W 
We can offer you experience 
and production know-how in 
producing hundreds of different 
items essential to defense. 
During World War Il, Precision 
Castings Co. emerged as a leader 
in the die casting industry in pro- 
ducing for defense. 


Call a PRECISION Engineer, Today! 


*Since 1909 the name “PRECISION” has been the 
symbol of highest quality in the die casting industry 


PRECISION CASTINGS CO., In 
« 212 Walnut St., Fayetteville, N. Y\' 
Syracuse, N. Y. - Cleveland. O. + Kalamaz Mich 


British Affiliatior oe ee 
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From Blueprint to 
Finished Part 


Military 

or Essential 
Civilian ~ 
Zinc Alloy Die Castings @ 
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/ an “07 
. 

a 
er ke 

Ss Wai 

be 
i, oe 
by 
te 
Consult ==4 


Our ability consistently to furnish dimensionally 
accurate castings with superior surface finish has 
established us as a leading supplier of zinc base 
alloy die castings. Our engineers will welcome the 
opportunity of demonstrating how these advantages 
can be incorporated in your products. 





SCHULTZ DIE CASTING COMPANY 


1810 CLINTON STREET ¢ TOLEDO 7, OHIO 
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Light Sections in Ordnance 
or Commercial Parts 


PPS anaes + 

5 Ps he 

ee 
eye “Sage 


‘Ou activity in Ordnance die casting has been almost 
continuous since 1938. 


Fiddle sped totiaicien to-oer Holait O fice in Madigna: 


© Skclled in DIE CASTING Wlechanies 


ANCIENS ATELIERS GASQUY. 31 Rue du Marais, Brus- < og 


sels, Belgium, sole agents for Belgium, Holland, France, ° co thercenced cx LUBRICATION Engineering 


and Switzerland 


WM. COULTHARD & CO. Ltd., Carlisle, England, sole 0 Ouginaters of Really 


agents for England most European countries, India, Aus- 
tralia, and New Zealand. 
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THE PREFERRED ZINC 





Whether a manufacturer's ultimate object is 
product improvement or economy, the die 
casting process plus the inherent character- 
istics of zinc have, in countless instances, 
made it possible to achieve both 

objects simultaneously. 


ST. JOSEPH LEAD COMPANY 
250 PARK AVENUE, NEW YORK 17 - ELdorado 5-3200 
Eastern Sales Agents 


NORTHWEST LEAD COMPANY 
SEATTLE, WASHINGTON 
Sales Office for Pacific Coast 
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INTRICATE DESIGN 
IN DIE CASTING 





Difficult undercuts were mastered in this 
Navy Binocular... one of many items we 
produced in volume during World War Il. 


Pressure's ability to do the unusual is at your 
command ...whether you are planning 
products for civilian use or Defense purposes. 


Send us your inquiry. 





FOR DEFENSE 
PRODUCTION 


ALUMINUM DIE CASTING AND 
PERMANENT MOLD CASTING FACILITIES 


FOR DEFENSE PRODUCTION Thompson Products, Inc., one 
of the country’s leading manufacturers of precision aircraft and 
automotive parts, has available the most modern and complete 
facilities for aluminum die castings and permanent mold castings. 


Here are Thompson's “helps” for your casting problems: 

© The latest in tool and die shop equipment for the con- 
struction of die casting and permanent mold dies. 

© A production machine shop to handle every machining 
Operation on your castings. 

© A complete surface finishing department for anodizing as 
well as plating in chrome, copper and tin. 

@ Modern laboratory for metallurgical, physical or chemical 
analysis and control. 


@ A Government approved Class 1 completely mechanized 
permanent mold foundry. 


Thompson Products, Inc., as a manufacturing organization with 
15,000 employees, knows and understands your production prob- 
lems. They have the engineering and production talent to help 
you. A Thompson sales engineer will welcome the opportunity 
to work on your defense order casting problems. Direct inquiries 
to the Light Metals Division. 


Thompson Products, Inc. 


2269 ASHLAND ROAD . * ° CLEVELAND 3, OHIO 


LIGHT METALS DIVISION 
DIE CASTINGS 





| RIGID T-SECTION web 
® provides rugged support 
for the main housing com- 
ponents in this important 
structural part of a photo- 
graphic enlarger. Shown at 
right are two secondary opera- 
tions being performed on this 
large zinc die casting. 


2 SIMPLE MACHINING 
© operations, such as the 
drilling for draft removal, 
above, are characteristic of the 
secondary operations at El- 
wood Pattern Works. Paint 
baking oven for the wrinkle 
finish is shown below. 


STRUCTURAL RIGIDITY 
with Die 


HE AMATEUR phoiogra- 

pher working painstakingly 
on enlargements in his dark 
room is likely to be manipulat- 
ing a lot of die castings as he 
makes adjustments for the prop- 
er size. There will be no doubt 
about this if his equipment 
comes from Elwood Pattern 
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Cast Frames 


Works, Inc., Indianapolis, which 
has been producing photograph- 
ic enlargers for 25 years. 
During about half of this 
time, zinc and aluminum die 
cast components have )een re- 
placing iron and aluminum sand 
castings in increasing measure. 
The model discussed in this re- 


port, designed for amateur use 
and taking negatives up to 214 
by 214 inches, consists almost 
exclusively of die cast parts. 
The change to die castings has 
doubled the company’s finishing 
production as compared with 
the rate formerly possible with 
sand castings. The main reason 
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for the increase is the relatively 

small amount of machining and 

polishing required on the die 
‘castings. 

Many jigs and fixtures have 
been eliminated. Holes that had 
to be drilled in the sand castings 
‘are cored in the die castings, re- 
quiring only tapping. Smooth 
surfaces and dimensional accu- 
racy are obtained now with al- 
most no secondary processing. 
_ In the B-M model, a popular 
enlarger for small-size nega- 
tives, most parts are die cast: 
One exception is the flat, sand 
cast base plate where dimension- 
al accuracy is not essential. The 
Vertical adjustment arm insert- 
ed in the base is a length of 
chrome plated steel tubing. 

Where shapes are more intri- 
fate or need smoother as-cast 
Surfaces, die castings are prov- 
ing their superiority and econ- 
omy. Among these parts are 


the four main components of 
the instrument body, the three 
housing components which cover 
and shield the lamp and a few 
smaller fittings. 

Both zine and aluminum die 
castings are used depending up- 
on the function of the parts in 
use and on production needs. 
Zine is chosen for its workabil- 
ity in some places and aluminum 
where light weight is desirable. 


Three Finishes Used 


The combination of three 
types of finishes on the die cast 
parts provides the specific ap- 
pearance or service characteris- 
tics desired. The main body, 
Figure 1, is finished on all exte- 
rior surfaces with a gray wrin- 
kle enamel; three aluminum die 
castings which mount and house 
the lamp are polished and left 
unpainted because they are sub- 
jected to the heat of the lamp. 


TRIPLE THREAD on this die 

© cast adjusting barrel is cut 

using a geometric die on a drill 

press, whereas this type of threading 

would ordinarily be done with a 
turret lathe or drill press. 


€ POLISHED aluminum = sur- 
© faces on the outside, and 
black flock-coated inside give these 
lamp housing die castings attractive 
appearance and a non-reflective in- 
terior. Fit of the castings is held 
very close to avoid light leaks. 


The third finish is a flock 
coating applied to the interior 
of the body and lamp housing 
components to eliminate reflec- 
tions that would fault the pho- 
tographic paper. The company 
holds a patent covering this ap- 
plication of flock to the interior 
of photographic enlargers. 

In the flocking process, the 
surfaces to be coated are first 
sprayed with a black sizing type 
of adhesive and then the pulver- 
ized black cotton flock is sprayed 
onto the tacky surface with a 
special type of spray gun. 


Rigid Structural Design 


To hold the lamp and lens as- 
sembly perpendicular to the 
base plate and rigidly located on 
a center several inches from the 
vertical stee] adjustment post, 
requires a carefully designed 
structural unit, such as the 

(Continued on Page 60) 
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TO MOUNT and align the various elements of this magnetic 
type fishing reel, aluminum die costings provide bosses, irregu- 
lar-shaped cored holes and accurate dimensions 


Die Cast Aluminum For Non-Magnetic Housing 


ON-MAGNETIC components 

of complex assemblies can 
often be produced most econom- 
ically by die casting them in 
aluminum. A special type of 
fishing reel which employs a 
magnetic field to control back- 
lash is one example. 

The Electromatic reel made 
by the Horton Bristol Manufac- 
turing Company, Bristol, Conn., 
employs aluminum die castings 
for three of its major parts. As- 
sembly of the reel is simplified 
by driving self-tapping screws 
directly into cored holes in these 
castings for some of the attach- 
ments. An unusual feature of 
this reel is its electrical brake to 
control backlash. 

Many a weekend fisherman 
out for a few hours relaxation 
from a heavy work schedule 
knows the agony that backlash 
and the resulting line snarls can 
cause in bait casting. The “ex- 
perts” brake their reels by 
thumb pressure but the novices 
need a better means of control. 
Braking in the Electromatic reel 
varies with the speed at which 
the reel is spinning. It is great- 
est when the speed of the spool 
is highest, decreasing as the bait 
settles down, and becoming zero 
when the spool stops. The ef- 
fect is to keep the spool from 


APRIL, 195] 


spinning after the line begins to 
run out more slowly, but the 
braking action gradually dimin- 
ishes and thus does not cut the 
cast short. 

Three small Alnico permanent 
magnets are mounted inside of 
one end cap of the reel so that 
a copper disc attached to the end 
of the spool rotates in their mag- 
netic field as the spool turns. 
Currents set up in this copper 
dise interact with the fields of 
these little magnets to produce 
a braking action on the spool. 
This braking action is adjust- 
able for different casters. 


SPECIAL USE of 
the non-magnetic 
qualities of alumi- 
num and the econ- 
omy of die casting 
make this Electro- 
matic reel a valu- 
able asset in a 
fisherman’s equip- 
ment. 


The accompanying disassem- 
bled view shows the construc- 
tion of the reel, the die cast 
parts, and the copper disc on the 
end of the spool. Both the front 
end cap (B), and the back end 
cap are aluminum die castings. 
The magnet mounting plate 
(C) and the front plate (E) 
must be made of nonmagnetic 
materials in order for the elec- 
trical brake to function prop- 
erly; both are made of alumi- 
num, the latter being die cast. 
Other aluminum parts include 
the crank (A), spiral shaft gear 
(D), and the spool. 








A HEALTHY concern for pro- 
duction methods, sales tech- 
niques and manufacturing costs 
can be discerned in the current 
crop of product designs gathered 
together in the recently pub- 
lished book, U. S. Industrial De- 
sign 1951*. 

In this impressive second an- 
nual volume prepared and edited 
by the Society of Industrial De- 
signers, certain trends in the 
selection of materials, finishes 
and fabricating methods are 
apparent. The realistic ap- 
proach of today’s designer to the 
problems of manufacturing and 

S iintadies deaniares & ao otek Na selling is evidence of the ma- 
pos goodie st sewing machine for Metlonal Seale Machine Co. turity of this relatively young 


Industrial Designer—Dave Chapman. Chrome plated die castings profession. 
provide a needed accent 
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DIE CAST housing was de- 
signed to harmonize with 
the genera! atmosphere of 
a modern office. This IBM 
time recorder was worked 
out by the industrial de- 
sign firm, Sundberg-Ferar 
in collaboration with George 
H. Kress, designer for IBM. 


CONVENTIONAL TYPE 
wringer for moderate- 
priced washers has in- 
tegral  drainboards, 
frame and gear housing. 
Two die castings and 
two stampings provide 
an easy-to-clean exterior 
for this Dexter washing 
machine wringer. Indus- 
trial designer — Gifford 
Mast and Associates, in 
collaboration with Dex- 
ter engineers. 
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Featured 


The book incorporates hun- 
dreds of photographs showing 
products designed by members 
of the society, but even more sig- 
nificant, it includes a wealth of 
background material provided 
by the designers themselves, and 
an overall rationale which ex- 
plains the function and pro- 
cedure of the designer. 


Thus, the volume presents pic- 
torially and descriptively, the 
design trends. It should be of 
value to executives and engi- 
neers concerned with product 
development, and to members of 
the design profession who wish 
to maintain a perspective on the 
work of other designers. 


in 
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Prominent Use of Die Castings 


A casual observer leafing 
through the book must be im- 
pressed with the prominence 
given to die castings in the de- 
signs of these leading practi- 
tioners. Among products fab- 
ricated from metal, the die cast- 
ting process and the tangent 
bender seem to be particularly 
well adapted to the designer’s 
requirements. 


For the product designer, the 
die casting process has two im- 
portant advantages, one basi- 
cally economic and the other ar- 
tistic. On the one hand, it is a 
method well suited for produc- 
ing large quantities of complex 


parts at a low unit cost, thus 
satisfying stringent accounting 
limitations; on the other hand, 
it permits close reproduction of 
the designer’s concept including 
complex forms and curvatures, 
contours and structural shapes. 
It also permits clean, precise de- 
tail, smooth surfaces and exact, 
control of form. 

The few illustrations from 
U. S. Industrial Design 1951 
which are reproduced here, indi- 
cate the trend toward utilization 
of quantity-production methods 
for satisfying product forms. 


* Studio Publications and Thomas Y. Crowell 
Co., 432 Fourth Ave., New York, 190 pages, 
$10. 


TWO-PIECE die cast housing gives a neat, 
strong and readily finished exterior for this bat- 
tery lantern designed for Delta Electric Com- 
pany by industrial designer Viktor Schrecken- 


gost. 





| FOR THE V-SECTIONED chevron 

© packings used in the hydraulic 
systems of these auto jacks, die cast zinc 
fittings have been called for. A group of 
these packing nuts, packing gland nuts, 
spreaders and spacers are shown at the left, 
while below is a diagram showing the way 
in which they are used. Good bearing 
properties of the zinc alloy protect the 
cylinder walls from any scoring or abrasion. 
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Low Cost Hydraulic Fittings 


7H‘HE NON-SCORING quali- 
-+ ties of zinc die castings make 
them well-suited for use as pack- 
ing nuts, packing gland nuts, 
preaders and spacers inside of 
hydraulic cylinders. 
’ These are a few of the many 
Special applications for die cast- 


ings in the hydraulically-actu- 
ated auto jacks produced by the 
Blackhawk Manufacturing Com- 
pany of Milwaukee. 

The diverse uses for die cast 
zine and aluminum parts range 
from valve bodies to adjusting 
knobs and from decorative trim 


> SERVICE JACK 
* with capacity of 
four tons uses a num- 
ber of die cast parts for 
three types of com- 
ponents: hydraulic fit- 
tings because of their 
non-scoring qualities; 
handle parts because of 
their strength; and dec- 
orative trim because of 
their smooth, clear-cut 
surface detail. 


to hand grips. They are to be 
found on the heavy duty service 
jacks used by garagemen as well 
as on the light weight bumper 
jacks carried as emergency 
equipment by the average mo- 
torist. 

But wherever they have been 
specified, die castings have been 
carefully engineered to do a bet- 
ter job at lower cost than is pos- 
sible by alternative fabricating 
methods. 

Even in such completely func- 
tional equipment as these lifting 
mechanisms, product styling is 
an important part of the sales 
picture. The garage owner who 
is buying new equipment not 
only wants the unit which does 
the best job, but he wants it to 
look as efficient and up-to-date 
as itis. The use of die castings 
for exterior components in sev- 
eral places has permitted Black- 
hawk engineers to obtain the 
required appearance features 
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which the product stylist has 
called for in his design. 
Hydraulic Fittings 

The ring-shaped packing fit- 
tings employed in these hydrau- 
lic cylinders represent a sound 
and economical use of zinc die 
castings. A group of these fit- 
tings is displayed in Figure 1. 
Various sizes are called for by 
different models of jacks. 

The chevron packings inside 
the hydraulic cylinders are firm- 
ly held by die cast packing nuts, 
spacers and spreaders which 
conform to the V-shaped section 
of the packings. By virtue of 
its excellent bearing properties, 
the die cast zinc alloy rides in- 
side the cylinder without scor- 
ing its precision surface. 

Close concentricity between 
the ID and OD and the crest of 
the V-section can be maintained 
in the die cast fittings so that 
the seals are spread equally. 

Where needed, grooves are 
formed in the die castings to 
distribute oil into the leather 
chevron packings. Also, small 
ears on the perimeter of the die 
cast spreaders minimize the 
amount of surface which con- 
tacts the cylinder wall. 

The various packing nuts 
have slotted heads by which 
they are turned, since the OD is 
threaded. These slots or castel- 
lations are formed in the die 
without any additional machin- 
ing of the die castings, thus re- 
presenting lowered costs. The 
same is true of the oil grooves, 
small ears and V-shaped section, 
all of which come from the die 
in finished form. 

These packing fittings are 
used in various models of serv- 
ice jacks, one of which is shown 
in Figure 2. 


Non-Leaking Valve Housing 

Other die cast hydraulic com- 
ponents are also used to advan- 
tage in certuin models. For 
example, the bumper jack, Fig- 
ure 6, has a heavy-sectioned die 
cast zinc valve body. 

The valve body, included in 


5 VALVE BODY with complex inner 
© coring needs to be sound and free 
of porosity in certain critical areas. These 
five die castings are used in the bumper 
jack. 
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3 ALTHOUGH APPEARING TO BE 
© SIMPLE, the die cast jack handle hos 
a complex coring job which provides in- 
tegral housing for a battery, guide holes for) 
© control bar, and recess for the trigger. ~ 
‘ 


A, FINGER GRIPS corry out the dec-) 
* orative idea of the designer and also 
serve a functional purpose. 





the array shown in Figure 5, 
needs a sound internal struc- 
ture since the hydraulic fluid is 
controlled by valving devices 
seated in cored and machined 
passages. Leakage of fluid under 
pressure from one passage to 
another cannot be tolerated, and 
for this reason, porosity in 
critical sections must be pre- 
vented. That this is accom- 
plished by the die caster, using 
a well-designed die and care- 
fully controlled metal injection, 
is evidenced by the low rejection 
fate due to porosity. 


In general, die cast com- 
ponents are not specified where 
stress loads are high, but there 
are applications in which con- 
siderable strength is required. 
An example of this is the jack 
handle cross bar for the service 
jack. 

As much as 135 pounds pres- 
sure may be applied to this to ob- 
tain a 8000 pound lift. Because 
of the inherent mechanical 
strength of the zinc alloy, plus 
the provision of adequate cross 
section, this handle meets every 
strength requirement. 





Mee orter a Complete 


Line of Melting Equipment 


’Milles outstanding variety of 


melting 


equipment is designed for greater re- 


sistance to heat and the 
tion of molten metals, and 
_ melting operations. 


Melting Kettles . . . 


corrosive 
all severe 


ac- 


made of special 


heat resisting alloy iron and designed 


for melting of zinc, 
» babbit, 
metals. 
formance 
— for immediate 
fi Pressed Steel Kettles . 
acting melting requirements. 
highest quality steel, they 
to handle. 
formly, 


Pressed Steel Melting Ladles 


alumimum, 
die cast and other non-ferrous 
Large variety of long life, 

guaranteed kettles are 
delivery. 


heat faster and more 
do not crack with constant use. 


lead, 


per- 
now 


. meet all ex- 
Made of 


are lighter 


uni- 


. deep 


' drawn pressed steel construction with 


spouts that are 


pouring. 


designed for proper 
Here’s a light weight ladle 


that gives you lighter, easier handling 


and dependable performance. , 


For detailed information on our complete line of 
die casting equipment, please write for Catalog 


No. 101. 





C.H. MILLES 





New York Representative — FRED W. HARMON 
15 Ardmore Rood * Scarsdale, New York 
Telephone 3-6669 





2201-25 WEST 35th STREET 


CHICAGO 9, ILLINOIS 
CAFAVETTE 3-7255 


GRAY IRON AND SEMI-STEEL CASTINGS 


Melting Kettles © ingot Molds * Slag Buggies © Enameled Ladie Bowls * Enameled Kettles 
Engomeled Thermocouple Protecting Tubes * Milles “Ferrisist” Ladle and Kettle Wash 
Pouring Lodies * Salem Pressed Steel Ladies © Melting Kettles and Skimmers 
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The die cast unit is smoother 
than a comparable malleable 
handle, thus saving costly grind- 
ing and polishing. Smoothness 
is an essential in any type of 
hand grip. 

One handle bar serves also as 
a retainer for an electric bat- 
tery which powers the built-in 
jack lamp. With a malleable 
casting, a larger and bulkier 





BUMPER JACKS such as this 

© unit are built to withstand 

hard usage for prolonged periods 
of time. 


outside dimension would be 


| needed to allow the same space 
| for housing the battery. 


An interesting coring job pro- 


| vides two internal holes aligned 
| to serve as integral brackets in 


which a _ vertical control rod 
moves. Although this casting 
serves several purposes in ad- 
dition to being a heavy duty 
handle, few machining opera- 
(Continued om Page 55) 
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TWO-COLOR INTERIORS in 
gold and chartreuse have been 
worked out by Crosley design- 
ers for this custom model Shel- 
vador refrigerator. 





A BRIGHT brass plate that 
matches gold in color and is 
amply protected against the 
conditions of humidity occur- 
ring inside a refrigerator has 
been achieved on zinc die cast- 
ings used for trim on the Cros- 
ley Shelvador custom model. 
Believing that many house- 
wives would welcome the intro- 
duction of color to relieve the 
austerity of conventional all- 
white refrigerator interiors, 
Crosley designers worked out a 
suitable color combination. 
After studying hundreds of 
combinations, they selected one 
which adds the desired warm 
tones, provides a harmonious 
background for food and blends 
well with most kitchen decor. 
The colors they chose were a 





Brass-Plated Die Castings 
Withstand High Humidity 


soft chartreuse accented with 
bright gold trim. The next prob- 
lem was tossed into the laps of 
the production engineers .. . 
how to match these colors. 

The chartreuse background 
is introduced in the lining of the 
refrigerator, but the bright gold 
trim presents more of a prob- 
lem. The expense of setting up 
a special gold plating line could 
not be justified, so a brass alloy 
that would have the desired col- 
or was sought. 

The alloy which furnished a 
gold coloration of the desired 
hue was found to be 85-15 
brass, and the die casting sup- 
plier undertook to apply a brass 
plate to meet this specification. 
This he has been able to do, 
but the color of a brass plate is 
very sensitive to process varia- 
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PLATED with an 85-15 brass and protected 
with a newly developed clear coating, these 
zinc base die castings have withstood more 
than 1000 hours of exposure to a 100 per- 
cent humidity test ot 110°F. They have 
also come through well in abrasion, perspira- 
tion and sulfur testing. 


bles, so that extremely close 
process controls have had to be 
set up. 

In order to obtain an exact 
color match, three variables 
must be controlled : temperature, 
current density and free cya- 
nide. For example, temperature 
of the plating bath must be held 
within + 1 degree. 

However, in addition to 
strict color specifications to be 
met, there are even more criti- 
cal performance standards to 
which these brass plated zinc 
die castings must conform. 
Spotting or discoloring of the 
plate in service cannot be toler- 
ated, despite exposure to con- 
stant humidity, as well as pres- 
piration. It must also with- 


stand the abrasive action of 
normal cleaning. 

To protect the bright brass 
plate, a clear baking lacquer is 
applied. Many months of ex- 
periment were devoted to the 
problem of a suitable protective 
coating until one was discov- 
ered which is capable of with- 
standing the accelerated per- 
formance tests. 

The clear coating, a recently 
developed product: of United 
Chromium, Inc., has displayed 
service life in excess of the 
most severe specifications. 

Exposed to a 100 percent rel- 
ative humidity test at 110F, the 
coating has held up in excess of 
1000 hours without any sign of 
deterioration of the protective 


film. 

To test its abrasion resist- 
ance, the brass plated die cast- 
ing with protective finish was 
placed in the Taber Abraser 
and withstood 1800 revolutions 
of a CS10 wheel with 1 mg 
weight per mil of thickness of 
dry film. 

The finish has also been sub- 
jected to a 24-hour synthetic 
perspiration test and also a sul- 
fide test to determine any tend- 
ency toward discoloration. 

Here, one of the most diffi- 
cult finishing problems on die 
cast zinc has been solved, the 
application of a bright brass 
plate of carefully specified col- 
or which holds up when sub- 

(Continued on Page 54) 


FOR NAMEPLATES, die cast zinc is especially well suited. The intri- 
cate contours are readily obtained from the die, and the mounting 
bosses on the rear are produced as an integral part of the name plate. 
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I TYPICAL DIE 
e CASTINGS 
and similar parts 
lapped in production 
runs to surface speci- 
fications which al- 
low elimination of 
gasketing between 
joint surfaces, are 
these components, 
including valve bod- 
ies, transmission 
ports, vacuum con- 
trol parts, gas meter- 
ing devices and 
switch box. The 
transmission part, 
upper right, has been 
lapped on both sides 
and two edges to in- 
sure leakproof opera- 
tion. 


Gaskets Can Be Eliminated 
By Lapping 


By RICHARD J. BROWN 
Mechanical Engineer 
Crane Packing Company 


UST AS precision grinding omy possibilities to industry— Flat lapping is a term under- 
on a production basis came the operation of precision lap- stood by most die casting engi- 
’ into its own about ten or twelve ping is today in the first stages neers and production men as a 
years ago—and thus opened a of a period of tremendous means of generating extremely 
' wealth of new production econ- growth. flat and smooth surfaces, but it 


‘J 


BENCH MODEL machine, with 12” lapping 
© plate, illustrates lapping method of all Lap- 
master models. Cast alloy metal lap plate (7) rotates 
at constant speed and is controlled by switch (1) and 
timing clock (2). Conditioning rings (5) rotate in 
their own orbits by action of the lap plate and act to 
constantly maintain lap plate flatness. Thoroughly 
mixed lapping compound is fed from an agitator tank 
(4) to the side of one of the conditioning rings via 
a feed track (3) and is distributed over the lap plate 
by the rotating action of the plate. Parts being lapped 
(8) are placed inside the conditioning rings and, when 
necessary, light pressure plates (6) are superimposed 
on them. Standard models are manufactured with 
plate diameters of 12”, 24”, 36”, 48” and 72”. 
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MACHINE LAPPING of die castings to cut manufac- 
turing and assembling costs is gaining wide notice 
among users and producers of die castings. A few ac- 
tual and potential applications for this process are for 
joint surfaces of cylinder blocks on outboard motors, 
smali gasoline engines, torque converters, valves, 
pumps, carburetors, liquid metering devices, fuel 
pumps and other constant or intermittant sealing ap- 
plications. A new machine makes possible the pro- 
duction lapping of soft metals, irregular shapes and an 
unlimited range of sizes. Low cost and more effective 


sealing are gained. 











has usually been considered a 
slow time-consuming hand op- 
eration requiring skills acquired 
by years of apprenticeship. Ma- 
chines capable of achieving pro- 
duction lapping are not new. 
Unfortunately, however, the 
several which have been on the 
market for the past decade have 
not had much application to die 
castings because they could not 
handle the variety of shapes 
normally die cast. ss 

The past several y have 
seen the introduction and de- 
velopment of a new typeof lap- 
ping machine, the Lapmaster, 
which is designed to handle 
wide varieties of part sizes and 
shapes in production operations. 
A number of manufacturers 
were quick to see its possibili- 
ties in the die casting field, and 
a number of them have already 
inaugurated the lapping of 
joint faces to eliminate gaskets. 


Lapped Metal vs. Gasket Seal 

The lapping of die casting 
joint faces to eliminate gaskets 
probably comes as a new idea 
to most production men. Yet, 
on analysis, the thought is very 
sound. It’s pretty generally 
known that a metal-to-metal 
joint between two flat surfaces 
seals better under pressures 
than does a gasketed joint. 
There is no waviness through 
which liquid or gas could pass 
when two mating faces are both 
extremely flat; similarly, when 
surfaces are smooth there are 
no valleys bet ween the high 
points to allow leakage. An- 
other advantage to this method 
of eliminating gaskets is exact 
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dimensional control of location 
of internally held parts by re- 
moving the possible built-up er- 
ror resulting from variations in 
gasket thickness and compressi- 
bility. 

The terms flatness and finish 
(smoothness) are often con- 
fused. Actually they’re not 
even directly related. Flatness 
is considered as the deviation 
from an absolute plane over the 
total area and is measured in 
millionths of an inch by means 
of light bands as viewed 
through an optical flat under a 
one color light source. 


Finish refers to the rough- 
ness over a short distance and 
is indicated by microinch devia- 
tion from a base surface by 
means of an electronic measur- 
ing instrument which can meas- 
ure the peaks and valleys to 
find the average (RMS) devia- 
tion. If a joint is to be leak- 
proof, the two surfaces must 
be both flat and smooth. 

Generally speaking, die cast- 
ings are used as mating parts 
in two types of assemblies— 
those involving relatively high 
pressures, and those which are 
not under much more than at- 
mospheric pressure. The latter 
usually do not require any ma- 
chining operations after cast- 
ing, and can safely be assem- 
bled with an inexpensive gas- 
ket. 

Lapping has many applica-/ 
tions to the joint faces of dies 
castings which do not seal off 
more than atmospheric pres -_ 
sures. However, in higher pres-_ 
sure applications when the cast- 7 
ing must first be taken from a7 
machining operation such as 
milling, lathe facing or abra- 
sive wheel belt or disc sanding, © 
then precision ground, and fi-§ 





12” Lapmaster 

Dia. of Parts per 

Piece 
4” 860 
14” 105 
34” 54 

+ 33 

1%” 15 

2” 

2 14” 

3” 

3 14” 

4” | 

4 1%” 

5” 

5 14” 

6” 

6 14” 

re 

7 14" 

8” 

8 14” 

9” 





TABLE 1 
LAPPING CAPACITY CHART 
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24” Lapmaster | 48” Lapmaste- 


Parts per 
cycle 
1804 

544 
256 
180 
80 
44 
28 

16 88 

12 64 

48 

36 

32 

28 

20 

16 

12 

12 

8 

4 

Up to 

16 15/16” Dia 


Parts per 
cycle 
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nally carefully gasketed — sig- 
nificant savings can be effect- 
ed by lapping instead of grind- 
ing and gasketing. 


Soft Metals Do Not “Load” 
Lap Plate 
As mentioned before, conven- 
tional lapping machines have 
never been applicable to the die 
casting field. The reasons for 
this are several. It was found 


that soft die cast materials im- 
mediately “loaded” the vitrified 
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stone lapping surface on some 
lapping machines, destroying 
their ability to generate preci- 
sion surfaces. Excessive down- 
time for reconditioning of the 
lapping wheel made production 
output small. Other lapping 
machines were, by nature of 
their design, geared to handle 
only thin, regularly shaped 
parts—while most die castings 
are frequently complex in na- 
ture. 

With the Lapmaster, produc- 


CORP. 


La: 











tion precision lapping is not 
only possible, but—and this is 
hard to believe at first—it is 
frequently faster and cheaper 
than precision grinding. This 
machine can lap soft metals 


ALTERNATE methods of adjusting 
© conditioning rings, depending on 
type of parts to be lapped are available. 
Ilustration at top shows a “spider bar” ar- 
rangement which allows rings to be moved 
radially, inward or outward. When unusually 
tall parts are to be lapped, a roller attach- 
ment as shown below is recommended for 
necessary overhead clearance. 


wtthout loading the metal lap 
surface, it can handle an ex- 
tremely wide variety of sizes 
and shapes (including various 
ones in the same operation), 
it operates continuously without 
downtime’ for reconditioning of 
the lap plate and it can be run 
by relatively low-cost inexperi- 
enced help. 

Operation of the unit is sim- 
ple. A special cast metal alloy 
lapping plate rotates at a con- 
stant speed and is controlled by 
a timing mechanism which au- 
tomatically stops it at the end 
of a pre-determined lapping cy- 

(Continued on Page 56) 
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Backstand Method 
mme/ 


SGVES 


Toledo Steel Tube Co. saves 
2 hours per operator per 
day in finishing department 


e Toledo Steel Tube Co. uses the backstand belt method 
remove burrs and grip marks from the tubing. This com- 
ny points out the following advantages of the backstand 
It method over the set-up wheel method: 


Time is not lost in making set-up wheels. Formerly the oper- 
ors were given 2 hours a day for making their set-up wheels. 


One backstand belt will outlast 4 to 5 set-up wheels for 
is application. 


Belts maintain a flat surface for the grinding and polishing 
peration, whereas set-up wheels hecame rounded and needed 
ressing from time to time. 


The uniform grit on the belts gives a much better finish on 
e tubes than did the rolled-on grit of the set-up wheels. 


anufacturers of hundreds of different industrial and con- 
mer items have proved that the backstand belt method is 
ore efficient and more economical than the set-up wheel. 


If you are grinding, polishing or finishing flat or contoured 
rfaces, cast pieces, stamped pieces or forged pieces, the back- 
nd belt method can help you with your production problems. 


To learn more about the many advantages of the backstand 
belt method, write today for our free booklet. 


We recommend buying through your industrial distributor 


MAIL THIS COUPON TODAY 


Please send me the booklet “Facts about Backstand Belt 
Grinding and Polishing.” 


Address 
EERE ETE 


Armour’s abrasive belts are only part of a complete 
line of abrasives built to rigid quality specifications. 
There are sheets, rolls, discs and other more spe- 
cialized shapes. 


ARMOUR, Coated Abeasives Diviwiom 


SHEETS + ROLLS + BELTS * DISCS 


Armour and Company 
North Benton Road «+ Alliance, Ohio 


Circle No. 16 on Reader Service Card for more information 
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for finishing die castings 





A monthly digest of current technical progress selected and prepared by the editorial 
staff of DIE CASTINGS. This section is devoted to finishing processes for all types 
of die castings, and is written specifically for the benefit of the production man. 





FLOCK FINISHING 


A “new look” finish that has had many novelty 
applications, flock coating has lately been branch- 
ing out into the utility finish field. Its durability 
and resistance to handling, together with sound 
and glare damping ability, make this method of fin- 
ishing a natural for many die casting applications. 


A FINISH for a product is 
not always chosen on the 
basis of appearance alone. In 
many instances, a finish origi- 
nally specified has been dis- 
carded because, while it gave 
the desired appearance, it was 
undesirable from the standpoint 
of ease of application, consist- 
ency of result, wearing proper- 
ties or other special require- 
ments. 

One finish that has been 
steadily gaining in application 
is flock coating. Flock has a 
number of properties which, 
when combined, give an unusu- 
al finish unobtainable with any 
other surface treatment. Among 
these properties are: 1) a suede 
or leather-like finish, or in other 
instances, one with a deep-pile 
fabric effect; 2) comparatively 
easy application; 3) simple pre- 
treatment; 4) a mar - proof, 
snag-proof surface with good 
wearing properties; and 5) in 
the case of rayon flock, a sound 
deadening effect. 


What is Flock? 


Flock coating consists of 
short pre-cut fibers imbedded 
in an adhesive. The variables, 
other than the adhesive, are the 
denier (a unit of yarn size 
based on the weight of a stand- 
ard length), color, material, 
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length of the fiber and density 
of the pile. 


Denier is a term generally used 
only in connection with rayon, 
nylon and other synthetic ma- 
terials, as it is possible to con- 
trol the diameters of these fi- 
bers during the manufacturing 
process. Cotton, wool, hair and 
the other organic materials are 
not subject to such control. 


Color treatment is not usually 
given to hair flock, but the oth- 
er materials are available in 
white and a score of standard 


One of the many 
uses for flock coat- 
ings is photographic 
parts. In this plant, 
die cast enlarger 
housings receive an 
interior coat of black 
flock. The workman 
on the right is ap- 
plying the flock. Ad- 
hesive application is 
not shown. Photo 
courtesy Elwood Pat- 
tern Works, Inc. 


colors. Other colors to match 
the buyer’s sample may be pro- 
duced by vat dyeing with either 
commercial or color-fast dyes. 
When colored flock is used, it 
is common practice to use a sim- 
ilarly colored adhesive. 


Materials which can be used for 
flock coating are many and var- 
ied. Asbestos, mica, vegetable 
fiber, animal hair, nylon, cel- 
lophane, spun glass and many 
other materials have been used 
successfully. Because of the? 
superior results obtained, cot- 
ton, wool and rayon are the com- 
monly used materials, and con- 











stitute the major sources of 
flock supply. 


Length. Flock is supplied in a 
variety of lengths, and the fi- 
nal result depends greatly on 
the length of flock used. There 
are three general classifications 
of flock length: random-cut, 
precision-cut and ground. Of 
the commonly used materials, 
only rayon can be precision-cut. 
Wool and cotton flocks are made 
from waste material which can- 
not be held to a tolerance in 
cutting. 


PAYS FOR ITSELF... 


alll OP 


Spin-Dries* up to 50 pounds 


in less than 2 minutes 


Precision-cut rayon flock is sup- 
plied in various lengths from 
.015 to .125. Tolerance is main- 
tained at + .002. One flock 
manufacturer states that the 
most popular lengths are .020, 
1/32 inch and 1/16 inch. It is 
this close tolerance that gives 
rayon precision-cut flock its 
deep-pile effect. 


Random-cut flock is screened 
after being cut. The number of 
screening classifications vary, 
but a general idea may be ob- 
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| of the surface desired and the 
| cost. 


Kreider Dryer with aux- 
iliary steam heating unit 
(illustrated). Auxiliary 
natural gas heating unit 
available; also standard 
model without auxiliary 
heating. 


Basket (below). Heavy 
gauge woven steel mesh 
over steel frame. Capac- 
ity, 1140 cu. ins. 


Seves drying time. Kreider Dryer operates on % 


h.p. at 625 r.p.m. . . 


. cuts drying time to as little 


as 35 secs.—no more than 2 mins.—for each 50 Ibs. 


Saves production time. Runs at top speed with 
maximum load, hour after hour, day after day. 


Ends drying “‘bottle necks”. . 


fewer “rejects.” 


Saves maintenance time. Simple, sturdy construc- 
tion reduces “‘time-outs” for repairs and servicing 


to a minimum. Assures long life. 


See for yourself! Write Department D-41 today 
for illustrated 4-page folder . . . also addresses of 


installations near you. 


New Holland Machine Co., New Holland, Pa. 


. assures smooth, 
evenly dried surfaces, longer lasting lustre— 


*Only 2 simple steps required... 
(1) Operator places wire mesh 
basketful of small parts in Dryer 
. .. turns motor “ON.” 

(2) Operator turns motor “OFF” 


... presses foot brake . . . removes 
basket. 














_ New HoLLanp KREMER DRYER 
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| or velour-like covering. 
| dom-cut rayon has the appear- 
| ance of sueded leather. 
| dition, 


tained from one flock producer’s 
practice. The flock, after be- 
ing cut, is sifted through a 
series of screens, with classifica- 
tions of 30 mesh, 40 mesh and 
60 mesh, the mesh number in- 
dicating the number of open- 
ings per square inch. Random- 
cut flock surfaces have a duller 
and more varigated appearance 
than do the precision-cut flocks. 


Pile Density is the most difficult 
to control of all the variables. 
The thicker coverings give a 
longer-lasting, richer-appearing 
surface. Pile thickness can be 
controlled to some extent by 
strict attention to detail in ap- 
plication of the flock. 


Which Flock Where? 
In general, the choice of flock 
material is made upon consid- 
eration of the type and quality 


By close control of the 


THE INTERIOR of this photographic en- 
larger is coated with black flock. The 
flock absorbs light reflection which 
would prevent proper operation of the 
enlarger. Photo courtesy Elwood Pat- 
tern Works, Inc. 
variables, a number of differ- 
ent types of finishes can be ob- 
tained, with varying properties 
and appearances. 


| Rayon is considered the most 
| popular material, and seems to 
| be the most versatile. It is 
| available in all three cuts, and 
| denier can be controlled accu- 


rately. Precision-cut, it offers 
the richness of a velvet, plush 
Ran- 


In ad- 
rayon has excellent 
acoustical and insulating prop- 


| erties. 
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WORLD'S FIVEST BUFFING COMPOSITION PLAT 2" «te 


bY 
ABre 


IS YOUR GUIRAVTEE OF UNIFORM QUALITY fxc%s's.2s; 


1. *Wiri, @ 
Ples Polis; m 
d 9 
bad 


Get Uniform results 
with Stevens 
Uniform compositions 








@ When you order Stevens compositions, you can be sure of 
getting the same high quality time after time. Because Stevens 
Quality-Controlled compositions never vary—in quality, content 
or size. 


Stevens polishing and buffing compositions are manufactured 
with scientific precision in the world’s most modern composition 
plant. Raw materials are all laboratory-tested before they are 
accepted for use by Stevens. 


Fats, oils and waxes are pre-heated in thermostat-controlled 
melting rooms and kettles. Abrasive powders and other com- 
ponents of each composition are accurately measured to a time- 
proved formula before they are blended together. And there is 
no chance of contamination since each type of composition is made 
in separate kettles. 


Molding and cooling operations are handled by machines of 
exclusive and patented design, giving each cake of Stevens 
composition a true dimensional size. Accurate molding is im- 
portant to users of mechanical applicators. 


All of the operations at Stevens are in clean, well-lighted, dust- 
free rooms to insure finest results in the finished product. Finally 
the compositions are packed in protective containers and stored 
in a cool, dry vault until shipment. 


It is no wonder—with all these protective measures—that Stevens 
compositions are universally accepted as the finest in the industry. 
For better results in your polishing and buffing compositions, try 
the Stevens way of quality and uniformity. It will pay in added 
value and performance. There are Stevens compositions for 
every surface—every application. 


If you have a polishing or buffing problem—send the complete 
data to us. Our technical staff will analyze your operation and 
recommend a solution—without cost or obligation. 


LEADING MANUFACTURERS OF POLISHING, BUFFING, PLATING EQUIPMENT AND SUPPLIES 


FREDERIC B. VTHVENS INCORPORATED 


DETROIT 16, MICHIGAN 


Circle No. 40 on Reader Service Card for more information. 
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Cotton flock has the appearance 
of sueded leather or napped 
cloth. Because of its irregular- 
ity in length and diameter, it 
has a duller finish than that of 
the precision-cut fibers. ‘This 
dullness can be used to advan- 
tage in such applications as 
lining cameras and other photo- 
graphic equipment, where a 
glare-proof lining is required. 
Since it is made from waste ma- 
terial, it is less expensive than 
rayon and the other manufac- 
tured fibers. 





Wool flock is used less than 
either cotton or rayon. Like 
cotton, it is made from waste 
material and is difficult to cut 
with any degree of accuracy. 
The finish produced is harsh and 
wiry because of the stiffness of 
the wool fibers. This adds 
greatly to its wear resistance, 
which is one of the major rea- 
sons for its use. The cost of 
wool flock is increased some- 
what by the amount of process- 
ing necessary to remove the 
animal oils and foreign matter 


a 


NOW...simulate copper, brass and bronze on 
products like these with M&W PLATELUSTRE | 


| flock field. These fibers by na- 


Don’t let critical metals put a needless 
crimp in your production! 

Take zinc or steel—apply a coating of 
one of the new PLATELUSTRE 
finishes. You wind up with products 
and parts that look so much like 
copper, brass and bronze that the eye 
can scarcely tell the difference! 

Whether you have been using now 
unavailable copper and its alloys for 
making products or for plating products, 

A 


AW 
[isa 


PIONEERS IN 


you will find these new M & W finishes 
equally effective in keeping your plant 
running. There are types for air- 
drying and baking schedules—pick 
the one that best fits your production 
requirements. 

Let an M & W Technical Service 
Engineer show you—right in your own 
plant—how easy these PLATELUSTRE 
coatings are to use, and what striking 
effects they produce. Or, if you prefer, 
write for free literature. 


PRODUCTION 





mew co 


MAAS\/& 


iy 


WALDSTEIN CC. 


PACIFIC COAST DIVISION: SMITH-DAVIS CO. 10751 VENICE BOULEVARD, LOS ANGELES 34, CAL. 
MANUFACTURERS OF INDUSTRIAL FINISHES 
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from it 
general, 
produce 
surface. 

Other materials used for 
flock coating do not have 
enough present application to 
justify treatment at any length 
here. It is not difficult to vis- 
ualize, for instance, the surfaces 
that would be produced by coat- 


prior to cutting. In 
wool flock is used to 
a dull, wear-resistant 


aS =~: ts 


SOUND DEADENING properties of 
cotton flock coatings can be used to 
good advantage on the interior of busi- 
ness machine housings, such as the die 
cast adding machine housing, above. 
The quiet operation which results can 
be used as a strong selling point for the 
finished product. Photo courtesy Clare- 
ment Waste Mfg. Co. 


ing with mica or spun glass. 
These materials all have special 
problems in application, and the 
desirability of an unusual fin- 
ish must be weighed against the 
wealth of practical experience 
and background offered to the 
user of the more common 
fibers. It would appear, how- 
ever, that several of the new 
synthetic fibers, such as Orlon, 
will find wide application in the 


ture should have properties 
similar to rayon, but may sur- 
pass rayon in some aspects. 


What Adhesive Should Be Used? 
The importance of the right 
adhesive, properly used, cannot 


| be overstressed. No flock coat- 


ing is any more wear-resistant, 


| lasting or proof against chemi- 
| cals and water than the adhesive 


that holds it. In order to give 


| the best results, an adhesive 
| must be used which meets all 


: 4 Samaome + | 
J a 


the requirements of flock coat- 


| ing. 


Among the required proper- 


ties are good adhesion to the 
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base metal and to the fibers. If | 
an enamel is used which has a 
tendency to crack or peel, the 
flock is going to come off with | 
it. The adhesive must remain | 


“wet” long enough after appli- | J 


cation to give time to apply the 


flock. If the film becomes tacky | ; 
the | 


before flock application, 
flock will not adhere to the sur- 
face properly. 


plicable in thicknesses of .005 | 
or less. Too thick a film will re- 
sult in an uneven coat, while 
poor adherence will be caused 
by a film that is too thin. 


Special Flock Adhesives, marketed 
by many paint and adhesive 
manufacturers, will probably | 
give the best results on die | 
castings. These adhesives are | 
based on a synthetic resin, us- | 
ually alkyd, and have compara- 
tively long open times, are easi- | 
ly applied and have excellent | 
base and fiber adhesion. 

| 


Water-Soluble Glues can be used 
where there is no danger that | 
the part will later be subjected | 
to dampness or friction. These | 
glues have a brittle film which 
flakes off more readily than do 
other films; however, water 
soluble glues are more economi- 
cal than are the other adhesives. 


Rubber Adhesives, both water-dis- 
persion and solvent-type, are 
used for flock coating where 
flexibility is necessary, although 
the water-dispersion type does 
not give good results on die cast 
or other rigid surfaces. 


Enamel can be used as a flock 
adhesive if it has a long 
enough open time or if produc- 
tion facilities allow for immedi- 
ate flock application after the 
adhesive has been applied. Al- 
though enamel appears wet for 
some time after application, | 
it quickly forms a surface | 
skin which resists the penetra- 
tion of the fibers. The enamel | 
dries with a high gloss, and un- | 
less a thick coating of flock | 
is applied, light reflection will | 
result to the detriment of ap- 
pearance. The enamel should 
be pigmented to coincide with 
the color of the flock being used. 
If the enamel is later baked, | 
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The film must | | 
flow on evenly, and must be ap- | § 


-o INVESTIGATE 
LAPPING ON A 


LAPMASTER 


Expensive gaskets for this 954” long, intricate cast aluminum body have 
been eliminated with a 48” Lapmaster by lapping the joint surface flat to 
an all-over light band pattern. Pressures up to 3500 psi can be sealed when 
mating faces (of sturdy pump parts) are lapped to this tolerance. 


The Lapmaster 48” readily handles large and small parts of a wide variety 
of shapes and materials in production runs. This machine does not require 
conditioning of the lap plate, it uniformly distributes ‘‘wet’’ lap- 
ping compound, and it operates with practically no maintenance. 


96 Parts Lapped Per Hour 


Production on the valve body part shown above is 
maintained at the rate of 8 parts per five minute 
cycle. The machine is equipped with 4 lap-condi- 
tioning rings each holding two parts. 


Get the Facts on Better Lapping 
Production and Accuracy— 


the pr and y possibilities of Lap- 
mar Pay pre ctr gs ema 
this remarkable new lapping method. Write on your company 
letterhead today. Dept. DC 4, 1846 Cuyler Ave, Chicage 
13, Minois. 


LAPMASTERS 


al, ius 
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your present 


ALUMINUM FINISHING PROCESS 
with these advantages of 
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INCORPORATED 


4004-06 E. MONU\MENT STREET © BALTIM 


Circle No. 14 on Reader Service Card for more information 
Page 42 


excellent fiber adherence will be 
obtained. 
Lacquer is seldom used as a 


| flock adhesive because of its 


quick drying action. Where 


| production speeds allow for im- 


mediate flock coating after the 
lacquer is applied, it will be 


| found an adequate adhesive. 


What Are the Problems of 
Application? 
Production application of 
flock can be divided into three 
parts: surface preparation, ad- 


| hesive application and flock ap- 
| plication. 


Surface Preparation. In flock coat- 
ing die castings, the finisher 


| will be confronted generally 
| with the same problems in- 
| curred in organic finishing. The 


surface must be smooth, clean 


| and treated to prevent oxidation 
of the adhesive. 


It is a popular misconception 
that flock coatings can be used 
to cover a poor surface. While 


| it is true that flock in certain 


lengths will hide minor irregu- 
(Continued on Page 51) 


Apanced ygnced BARREL 
| FINISHING 


BARREL | FREE E 


ING | 
el) 22 PAGES 
\ OF 
FACTS 


This 22- -page booklet is guaranteed to 
open your eyes! It gives you the inside 
story of advanced barrel finishing as 


| mever told before! 


WRITE TODAY FOR YOUR FREE COPY 


upersheen 


AMERICA’S LARGEST MFR. OF ADVANCED BARRKL 
FINISHING EQUIPMENT, MATERIALS & COMPOUNDS 
ALBERT LEA, MINNESOTA 
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BLISTERING, 
STREAKING 


\ONZING BASE DIE CASTINGS! 


Designed especially for reverse current 
electro-cleaning of zinc base die castings 
prior to electroplating, new Diversey No. 
505 completely, safely removes all un- 
wanted deposits! In addition, Diversey No. 
505 conditions the surface of the zinc, pro- 
viding better adhesion between the electro 
plate and the base metal! 
This unique, double-action of Diversey 
No. 505 helps provide a uniformly clear, | 
brilliantly lustrous finished surface . . . one 
free from blistering, peeling and streaking! ” 
Diversey No. 505 is economical, easy to use 
and available now! Investigate Diversey 
No. 505 today! Mail the coupon for FREE 
STEER copy of New Bulletin. 
g on zinc die casting 
cleaned with conventional cleaner. 


DIVERSEY No. 909 


MEW electro-cleaner and surface conditioner! 





THE DIVERSEY CORPORATION 
MAIL THIS COUPON TODAY Metal Industry Department 
1820 Roscoe Street, Chicago 13, lilinois 


( / oe Gentlemen: 


Please send me complete information, including New Bulletin on 
Diversey No. 505. 





DONC cnctsicantaitiinel 
THE DIVERSEY CORPORATION 
Metal Industry Department 
1820 Roscoe Street + Chicago 13, Illinois 
in Canada: The Diversey Corporation (Canada) Ltd. ROD OU citctiiiinatnitiannt 
Lekeshore Road, Port Credit, Ontario 
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A Production Line Report: 


Several Finishes Applied 
by Versatile Plating Set-Up 


To produce cigarette lighters 
’ with a jewelry finish on die cast 
' zinc or brass parts requires the 
* most meticulous handling from 
| the polishing and cleaning all 
| the way through final plating 
and inspection. 

' American Safety Razor ~Cor- 


poration, Brooklyn manufactur- 
ers of a line of table and pocket 
lighters as well as razors and 
blades; have developed a versa- 
tile production line capable of 
applying a variety of plated fin- 
ishes to die cast and stamped 
parts. 


In addition to chromium, the 
ASR plating department is 
equipped to turn out rhodium, 
copper, silver and gold plate. 
Because of the difficulties in- 
volved in scheduling several 
types of finishes on a large num- 

(Continued om Page 52) 





1 THREE COTTON WHEELS on the 

* — spindle of a buffing lathe are used to 
cut down and color the body for the ASR 
Classic table lighter. One operator can 
handle the three operations in rapid succes- 
sion on a L’Hommedieu buffing lathe. 

With the spindle turning at 1800 rpm, 
the body is first cut down with a Lea type 
K compound on a stitched buff, following 
which it is buffed with tripoli on a loose 
buff and given a final coloring with white 
rouge on another loose buff. 
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2 CLEANING CYCLE for the Classic 

* fighter body, die cast in zinc alloy, 
includes a vapor degreasing using trichlor- 
ethylene, a 30 second immersion in an al- 
kaline soak cleaner, an electrocleaning and 
a three percent hydrochloric acid neutraliz- 
ing dip. 

The electrocleaning consists of the appli- 
cation of reverse current for about 30 sec- 
onds in a mild alkaline both. Reverse cur- 
rent is employed rather than direct current 
so that oxygen is released instead of hydro- 
gen, thus avoiding the pitting and other 
plating defects traceable to free hydrogen. 


3 COPPER STRIKE in a low metal-high- 
* cyanide solution produces a thin de- 
posit in the order of 0.00010 minimum. This 
is followed by a water rinse and goes im- 
mediately into the bright copper bath. 

Periodic reverse current copper cycle con- 
sisting of 12 seconds direct and two sec- 
onds reverse produces a bright surface in 
about five minutes. A Wes-X brightener in 
the bath contributes to the quality of the 
plate, which is about 0.00025 minimum thick- 
ness. Water rinse follows. 

A McGean bright nickel bath gives a min- 
imum of .0005 plating, and is followed by 
the rhodium plate, employing a phosphate 
type both with two minute immersion at 
40 amperes per square foot. Rhodium, which 
is a non-tarnishing bright plate with a warm- 
er hue than chromium, plates at 100 per- 
cent efficiency. Note: All data and photo- 
graphs were obtained prior to recent metal 
restrictions. 


4. RELATIVELY SIMPLE single operation 

* machines are used for most opera- 
tions on die castings for ASR lighters. 
Single spindle drill press, small milling ma- 
chines, tapping units and arbor presses for 
staking are typical equipment for machining 
and forming. 

The die cast zinc tank for the Wind- 
proof pocket lighter provides examples of 
characteristic machining setups. Two sides 
of the tank and two protruding eors are 
machined simultaneously in a gang milling 
operation. Carbide cutters are used. 

Because of differences in diameter between 
the two cutters, a compromise speed of 
500-600 rpm has been selected for this gang 
milling operation on a U. S. Multi-Miller. 

Parting lines on this same die cast tank 
are removed in another milling operation 
which establishes paralleli jbetween sides 
at the same time. Other operations on the 
part consist of line drilling holes for a pivot 
pin, staking in a flint tube with an arbor 
press, milling off a small bit of metal dis- 
placed by the press, and tapping a small 
hole for a spring. 
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NEW PRODUCTS 


For additional information on the products appearing on this 
and the following pages, mark the key number of the item on 
the card bound into this issue. Drop the card in the mail—no 
postage is required. 


EXTRACTING GOOD METAL FROM DIE CASTING 
DROSS BY DRY PROCESS 


Peerless Dry Process Metal Separator No. 1 and No. 2 
Peerless Metal Separator Co., New York City. 


SPECIAL FEATURES. Designed for use on non-ferrous metals 
including zinc, aluminum and magnesium die casting alloys. The 
unit will extract good metal from skimmings, slags, dross and 
sweepings in die casting plants. 

SPECIFICATIONS: Operation is fully automatic and does not re- 
quire the attention of a skilled operator. No heat or water 


© required. Unit recovers waste metal at once and makes it available 


for immediate resmelting. Gives 50 to 80 per cent metal recovery. 


Two sizes available, No. 1 for small and medium sized plants, and 
No. 2 (with three times the capacity of No. 1) for large plants. 
For additional information circle No. 92 on the Reader Service card. 


BRONZE LACQUER SIMULATES PLATING 


Metallic Bronze Lacquer 
National Lacquer & Paint Co., Chicago. 


SPECIAL FEATURES: These lacquers are designed to simul 
the appearance of a plated metal surface. Color and reflectivity 
are the same when viewed from any angle. Manufacturer warrants 
them to be light-fast and non-fading. No dyes or bronze powders 
are used. Complete pigment dispersion is obtained by patented 
process. 

SPECIFICATIONS: Standard line consists of 15 shades with 
others available on special order. Lacquer claimed by company 
to be on-caking, non-jelling and relatively non-settling. Con- 
trolled particle size gives greater luster. Samples or trial finishing 
offered. 

For additional information circle No. 93 on the Reader Service card. 
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CLEAR FINISH FOR ZINC 


Dulac Clear Universal Lacquer No. 462 
Codur Clear Synthetic Y743 
Maas & Waldstein Co., Newark, N. J. 


SPECIAL FEATURES: These clear finishes are for use on zinc 
die castings and zinc plated parts. Die castings treated with these 
finishes are said to show no discoloration after long periods of 
service . 

SPECIFICATIONS: Dulac No. 462 is for air-drying application 
and Codur No. 743 is used with baking equipment. Both have 
demonstrated ability to stand up under salt spray and weathero- 
meter tests for periods up to 800 hours. 

For additional information circle No. 94 on the Reader Service Card 


“QUICK CHANGE” MASTER COLLET 


“FL” Quick Change Collet 
Sutton Tool Co., Sturgis, Mich. 


eu 


Pads can be changed without removing 


SPECIAL FEATURES: 
collet from machine spindle. Improved holding mechanism to prevent 
slippage from bar thrust. Diamond serration holds work against 
horizontal and rotating thrusts. 

SPECIFICATIONS: Made from heat treated alloy steel. Special 
fixtures used to aid in holding accuracy of taper and concentricity 
of hole and threads. Collet will handle all sizes and shapes of 
stock within capacity limits. 


For additional information circle No. 95 on the Reader Service card. 


MULTI-USE PRIMER FOR ALUMINUM 


Multi-Use Primer 
James B. Sipe & Co., Pittsburgh. 


SPECIAL FEATURES: Can be used on any clean aluminum sur- 
face. Can be used either for air-drying or baking. Will stand 
up for at least a year without appreciable sign of corrosion. 

SPECIFICATIONS: Primer reduces with toloul or xylol for 


(Continued on Page 48) 
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SM CLEANER 


... use as an electrocleaner (cathodically, anod- 
ically) on steel when exceptionally high current 
densities, tank design or type of work tend to 


produce excessive foaming. 


2 . . + use as a detergent in all types of washing 


machines for die castings, steel, brass and copper. 


Because it is formulated with water conditioners, Cowles SM 


Cleaner is especially effective under hard water conditions. 


prompt shipments from convenient warehouse stocks 





é COWLES TECHNICAL SERVICE 
gladly furnished upon request 


¢ 
COWLES CHEMICAL COMPANY 


METAL CLEANER DEPARTMENT 
7016 EUCLID AVENUE ° CLEVELAND 3, OHIO 


Circle No. 41 on Reader Service Card for more inte 
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“< remain the universal diamond 
brasive for finer, faster finishing. 
Now Two Types | ° 


| 
js 


_ for Cleaning - Rust-Removing 


| spraying or dipping. Can be cured simultaneously in one-bake 
| operation with top coat. Dries in 15 minutes at 300 F. 10 minutes 
| air drying is sufficient for handling. Available in gray, red, yellow 

and black. : 


| For additional information circle No. 96 on Reader Service Card. 


| SIMPLIFIED DRILL PRESS JIG 
TYPE “OS” Sac earyape 


Model X750 Kam-Grip Drill Jig 
HYPREZ DIAMOND COMPOUNDS | Manufacturer’s Engineering Service, Toledo, Ohio 


for FINISHING 
DIE CASTING 
DIES 


Same quality, same grades, some 
prices as “W" compounds which 





All Hyprez Diemond Compounds 
Available in 18-gram and ore of ac 

5-gram color-identified, graded demend particles of last- 
dust-proof cartridges for ing cutting power—evenly and 
use with the Hyprez Ap- permanently suspended in a 
plicator Gun. scientific vehicle. 








Write for free demonstration or 
complete description to Dept. D-451 
‘\ 
HYPREZ DI A a | S | ON | SPECIAL FEATURES: Designed to aid in close tolerance drill 
Ce me eee ee ee, oe o press operations at production rates. Set-up time has been reduced 
431 S. DEARBORN ST CHICAGO 5, ILL by elimination of one bushing plate and one double-end anvil. 


SPECIFICATIONS: One bushing plate is required to accommodate 
@ range of standard drill bushing up to 11/32 drill size. One 
double-end anvil will handle work diameters from Ye to %4. Jig 
can be operated manually or automatically by the drill press spindle. 


Circle No. 18 on Reader Service Card for more information. 


| For additional information circle No. 97 on Reader Service Card. 


SPEED CLIP FASTENS INSIGNIA 


Etching - Phosphatizing and Push-On Type Speed Clip 
~ General Metal Conditioning Tinnerman Products, Inc., Cleveland. 
of all kinds of Metal Surfaces 





Metalprep . Prep-n-cote 
Lyfanite - Galvaprep 
Prep-pik-I . Rust-preev 

Alumiprep - Emulsoprep 


SPECIAL FEATURES: This device was designed to fasten insignia 
to the glove compartment doors of automobiles, but could be used 
| on many similar operations. Installation is quick and easy, and the 
! | fastener has a rattle-proof grip. 


SPECIFICATIONS: Speed Clip is an arched piece of heat treated 

NEILSON CHEMICAL co. spring steel with a raised prong. Size is 9/16 wide by 7/8 long by 

é © | | .014 thick. Location and fastening consist of inserting L-shaped 

"2682 Tecumseh Rd. 6563 Benson St. 3411 Union Pacific Ave. stud through panel and slipping on Speed Clip. Clip is then 
Windsor, Ont. Detroit 7, Mich. Les Angeles 23, Calif. | pressed flat and the prong positioned under the stud offset. 





Circle No. 19 on Reader Service Card for more information. For additional information circle No. 98 on Reader Service Card. 


Page 48 DIE CASTINGS 





USEFUL LITERATURE 


For additional information on the products appearing on this 
and the following pages, mark the key number ef the item on 
the card bound into this issue. Drop card in the mail—no 
postage is required. 


1-2-4 DRY IMPREGNATED LUBRICANT: 


A process which produces dry film of lubricant 
impregnated in the surface of a metal product is 
described in literature offered by the Pyrene Mfg. 
Co., Metal Finishing Div. 


11.5 PURIFIER FOR PLATING SOLUTIONS: 


Complete information on types, sizes and models of 
pressure filters for electroplating, electroforming, 
nickel dip and neutralizer solutions is contained in 
a catalog published by the Industrial Filter & 
Pump Mfg. Co. 


1.16 SWISS EQUIPMENT FOR BURNISHING: 


Details and specifications of machinery developed 
to implement the Hauser burnishing method are 
given in a bulletin issued by the Hauser Machine 
Tool Co., agents for Henri Hauser, Ltd., of 
Switzerland. 


147 BENCH MODEL TUMBLING BARRELS: 


Information on bench model tumbling barrels for 
small and sample lot tumbling is offered by the 
Henderson Bros. Co. The company also makes 
full-size horizontal and custom-made tumbling 
barrels. 


1.4% CARBIDE TIPPED AND HIGH SPEED CENTERS: 


Prices, sizes, dimensions, high speed steel point 
sizes and insert diameter of the “Red-E” line of 
carbide tipped and high speed steel centers are in- 
cluded in a bulletin available from the Ready Tool 
Co. 


1-19) SPRAY GUN HOLDS PAINT IN SUSPENSION: 


Metallic paint is prevented from settling out in a 
spray gun built by the Gray Co., Inc. The gun, 
which prevents settling of hammer-type or other 
metallic paint by constant circulation, is described 
and illustrated in literature offered by the company. 


1.50 INCREASE LIFE OF HYDRAULIC FLUIDS: 


A hydraulic oil purifier which is said to maintain 
oil in its original condition for indefinite periods 
under severe conditions is described in literature 
available from the Honan-Crane Corp. 


1.51 TUNGSTEN CARBIDE BURNISHING BALLS: 


Burnishing balls made of tungsten carbide are be- 
ing manufactured by Industrial Tectonics, Inc. 
Close control and very fine surface finishes are 
claimed for the product. 
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1.52 INSURING PAINT ADHESION: 


“How Job Paint Shop Insures Good Paint Adhe- 
sion” is the title of an article in the January-Feb- 
ruary, 1951, issue of the Oakite News Service. The 
article describes surface preparation methods 


1.5:3 FASTER PAINT STRIPPING: 


Samples of an additive for paint stripping solutions 
that is said to cut stripping time in half will be 
sent to qualified users by Klem Chemicals, Inc 
The resultant solution will strip paint or baked 
enamel. 


1.54 AUTOMATIC METAL PARTS WASHER: 


Information on an automatic parts washer is avail- 
able from G. S. Blakeslee & Co. The washer is 
operated by one man and will clean parts at pro- 
duction rates. 


1.5.5 ONE-COAT PAINT HIDES DEFECTS: 


A one-coat paint that will hide defects and give a 
hammered finish appearance is described in litera- 
ture offered by the Sherwin-Williams Co. The 
finish can be applied without special equipment and 
will air-dry in ten minutes. 


1.545 SMALL VAPOR DEGREASER: 


A recovery still that can also be used as a small 
vapor degreaser is described in literature available 
from the Phillips Mfg. Co. Also available is a 
booklet called “Vapor Degreasing Questions and | 
Answers.” 7 


1.57 MANUAL ON ALUMINUM CASTINGS: 


An 80-page manual on the design, production and 
uses of aluminum castings has been published by 
Aluminum Industries, Inc. The book covers alumi- 
num sand, permanent mold and die castings, and in- 
cludes a set of casting alloy tables. 


1.545 CORROSION-RESISTANT BLACK FINISH: 


‘ A corrosion-resistant black finish that can be ap- 
plied to metals in one bath is described in a bulle- 
tin offered by E. F. Houghton & Co. The finish is 
said not to alter the dimensions of close-tolerance 
parts. 


1.59) INFORMATION ON MAGNESIUM: 


Basic information on magnesium, a list of its ad- 
vantages and pictures of typical products are in- 
cluded in “Magnesium, Our Lightest Structural 
Metal,” a six-page folder available from the Mag- 
nesium Association. 


160 BUFFING AND POLISHING COMPOSITIONS: 


Charts showing compositions to use on all types 
of materials, composition tests, characteristics of 
various kinds and grades of compositions and other 
data are contained in a catalog available from 
Lasalco, Inc. 
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A black dip for zinc 

that's glossy 

and uniform 

Make use of your plating equipment 
to get a metallic finish that looks as 
good as black enamel. This new Uni- 
chrome Dip for zinc plate has good 
gloss, uniformly dense blackness; and 
increases the corrosion resistance of 
the zinc. 


Extra corrosion resistance 
for ‘‘raw"’ zinc die castings 


Defense order specifications on chro- 
mate treating are easily and eco- 
nomically met with Unichrome Dips. 
Producing an iridescent yellow or 
olive drab finish, they provide excel- 
lent corrosion protection and dense, 
uniform color. The processes are fast, 
easily controlled. 

produced 
conversion coating 


speeds parts for defense 


Electrolytically- 


* Like anodizing, the Anozinc* process 
for zine plate uses current to form a 
tougher and more corrosion resistant 
finish. It dovetails with the zinc plat- 
ing set-up, permitting fast, continu- 
ous processing of such parts as shell 

ings, die castings and propeller 
blades. *Trade Mark 


Unbeatable primer for 


alumi and ym 





In test after test made by outside 
concerns, Unichrome Primer AP-10 has 
come through as the one which affords 
greatest protection to light metals and 
increases durability of top coats. It 
adheres through weathering, salt and 
fresh water immersion without blis- 
tering, undercutting or cracking, and 
is highly recommended by well known 
producers of aluminum and magne- 
sium for use prior to painting or 
enameling. 
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What to do today for a 
BRIGHT FINISH 


A little zinc goes a long way 
in bright finishing 


A bright finish that looks like 
chromium is easily obtained by 
zinc-plating die castings and then 
processing them in Unichrome 
Clear Dip. You don’t need much 
of a zinc deposit either. A supply- 
stretching .0003” of plate is ample. 
Thus, pound for pound, you can 
plate more products than with 
other finishes, and save money 
besides. 

The Unichrome Dip Finish re- 


sists corrosion, stays bright. It has 
been used for several years on ice 
skates, bicycle parts, and refriger- 
ator shelves. A still higher quality 
finish will be assured by applying 
a clear protective coating such as 
Unichrome Coating B-115 over 
the Clear Dip Finish for extra 
protection. 

A chemical treatment, the Uni- 
chrome Dip Process produces its 
finish integral with the zinc in 5 to 
20 seconds. The solution is easily 
controlled and adapted for a long 
use in manual or automatic equip- 
ment. 





HOW TO CONTINUE CHROMIUM PLATING OF ZINC DIE CASTINGS 


If you can’t use copper and nickel, 
you can plate chromium directly 
on zine die castings. When plated 
directly on zine die castings, the 
chromium is usually gray and dull, 
but brightness can be brought up 
by buffing. You'll find direct 
chromium plating a practical op- 
eration on simple, easy-to-buff 
shapes—especially with Uni- 


chrome S.R.H.S. Chromium Solu- 
tion which plates brighter on cast- 
ings than ordinary chromium 
baths. 

A deposit thicker than usual is 
required to avoid buffing through 
to the base metal. And baking on 
of Unichrome Coating B-115 is 
highly recommended for extra 
protection against dulling in 
service. 


Trade Mark 


UNITED CHROMIUM, INCORPORATED 
100 East 42nd St., New York 17, M. Y. 
Detroit 20, Mich. + Waterbury 20, Cons. 
Chicage 4, I. + Les Angeles 13, Calif. 

tn Canada: 
United Chromium Limited, Terente, Out. 
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STATISTICAL QUALITY 
CONTROL COURSE 

The college of engineering of 
the University of Colorado will 
conduct a training course in sta- 
tistical quality control for ten 
days beginning June 19. The 
course will include acceptance 
sampling and other statistical 
methods used in industry. Ap- 
plication forms and further in- 
formation can be obtained from 
John F. Wagner, College of 
Engineering, University of Col- 
orado, Boulder, Colorado. 

H. W. MARX JOINS H-VW-M 

Herbert W. Marx has joined 
the sales force of the Hanson- 
Van Winkle-Munning Co., Mata- 
wan, N. J., according to an 
announcement by the company. 





FLOCK FINISHING 


(Continued from Page 42) 





larities, the general tendency is 
to emphasize a defect. For this 
reason, parts should be free of 
surface defects. This can be 
pando with belt homnae 


ing, tumbling or abrasive blast- 
ing. After the surface is 
smoothed, the parts should be 
thoroughly cleaned to remove 
all grease, oil and dirt. Some 
form of surface conditioner, 
such as a chromate dip treat- 
ment, must then be used to 
prevent oxidation of the ad- 
hesive by the base metal 


Adhesive Application, The adhe- 
sive may be applied by brush, 
dip or spray. If only part of 
the object is to be flock coated, 
it should be possible to mask 
off the remainder, and remove 
the mask after the flock has 
been applied. The emphasis 
should be on obtaining a smooth, 
even, thin coat of adhesive. 
Sharp corners are better avoid- 
ed in the design of a die cast- 
ing which is to be flock coated. 
The adhesive tends to stretch 
thin over sharp corners and sur- 
face breaks, resulting in an un- 
satisfactory coating. 

Brush application is slower 


than the other methods, and is 


used only when production does 
not warrant the expense of dip- 
ping or spraying equipment, or 
where these methods will not 
give adequate coating. Brush- 


AUTOMATIC EQUIPMENT hes been 
ae for the application of flock 
ings. The equipment above has o 
booth for adhesive application (by spray 
gun), a booth for spray flock application 
aad a moving conveyor connecting the 
two. Photo courtesy of Paasche Air- 
brush Co. 
ing must be done with care, 
in order to have an even, thin 
coat of adhesive; and it will 
also be necessary to prevent 
brush marks. 

The dip method, when prac- 
tical, is the simplest and most 
economical form of application. 

(Continued on Page 61) 








per “ : 


it’s the SHAPE that counts ! | 


NY Butts, hinges and other builders’ hardwore wile to 
housing and the nation’s defense program, are burnished smooth by 


Abbott Cones . . . shaped for better burnishing of flat surfaces 
joined to curved or cylindrical sections. Abbott Burnishing Shapes 

— Ball, Ovalball, Cone, Diagonal, Pin — make effective contact on metal 
stampings or castings of any size and shape. Each is a burnishing 

tool made from Abbott's high quality bearing ball steel, deep 
hardened and polished to a mirrorlike, glass hard finish. 

For quality barrel burnishing . . . use Abbott. 


&g WRITE for Abbott Catalog-Manual of 

sizes, shapes and barrel burnishing practice. 
THE ABBOTT BALL COMPANY 
1084 New Britain Ave. 
Hartford 10, Conn., U.S.A. 


Circle No. 12 on Reader Service Card 
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OakITE metal-cleaning procedures can make an entire 
production operation easier, cheaper, quicker. Here are 
two examples: 

1. Pre-Paint Treatment Saves $800 Monthly That's what 
an electrical manufacturer credits to the OAKITE Crys- 
Coat PROCESS, which simultaneously cleans and phos- 
phates metal surfaces. 


2. New Brass Cleaner Makes Big Savings A large clectro- 
plating job shop cleans brass with a new Oakite formula 
that minimizes tarnishing and rejects; cleans so well that, in 
many cases, a copper strike is dropped from the plating cycle. 
FREE Write Oakite Products, Inc., 34G Thames St., 
New York 6, N. Y., for the new 44-page booklet 


"Some good things to know about Metal Cleaning”. Subjects: 
Machine cleaning Tank cl Ele 1 

Pre-paint treatment Pickling Paint diteging 
Steam-gun cleaning Burnishing Rusr prevention 








‘ Technical Service Representatives in Principal Cities of U.S. & Canada 
SPECIALIZED INDUSTRIAL CLEANING 
MATERIALS - METHODS - SERVICE 


Sane anne me Foe Ort 


Circle No. 20 on Reader Service Card 
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NOW you can perform 
any of these 


Safer, Better, and up to 
25% or more FASTER 


STAMP ae 


RIVET ° 





CRIMP 


MARK 


SQUEEZE 


ASSEMBLE 


PUNCH PRESS 





Dial feeding parts with the Bel- | 
lows Rotary Work Feed Table 
gives up to 25% or more pro- | 
duction; (gains up to 100% are | 
not unusual from users’ reports.) Even inexperienced operators NW 
get this added production because safe dial feeding takes away 
the fear that unconsciously causes an operator to slow up. 


SWEDGE STAKE 


With the air-powered Bellows Rotary Feed Table on the job, | 
the operator loads at one station, unloads at another, while work 
goes on at a third station. (Standard tables will position 4, 6, 8, 
12 or 24 stations.) Table and ram are electrically or ee 
synchronized. The Rotary Feed Table sets the production pace, L 
and maintains it uniformly all day long. The operator hyth- | 


mically loads and unloads. Production soars. 





For full details how you 

can apply safe, “Controlled- 

Air-Power” feeding of parts 

to press rams to obtain up 

to 25% or more greater 

production, write for ‘your 
free copy of Bulletin T-80, and the dial 
feeding Foto Facts File (installation photo- 
graphs, wiring diagrams, etc.). Address: 
The Bellows Co., Department DC-451, Akron, 
9, Obio. 


jute mis) Leh, 4-mereh 


AKRON 9, OHIO 


FASTER SAFER BETTER PRODUCTION WITH CONTROLLED-AIR-POW 





Circle No. 17 om Reader Service Card for more information 
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SEVERAL FINISHES 
(Continued from Page 45) 





The part is dipped and then re- 
moved to let the excess adhesive 
run off. A slow-setting adhe- 
ber of different small parts, 
most of these finishing opera- 
tions are manual rather than 
automatic. 

Indicative of the care with 
which the finishing is done are 
the many inspections to which 
these surfaces are subjected. 
Gloved operators seated at long 
tables brightly illuminated by 
rows of fluorescent lights, scru- 
tinize the plating for minute 
flaws several times during the 
course of successive plating op- 
erations. 

A number of finishing cycles 
are used for plating die cast 
parts, depending upon the base 
metal, size and shape of the 
part, metal to be deposited and 
the quantity of units in the pro- 
duction run. 

It would be impossible here to 


| detail and describe these finish- 
| ing operations. 


CAG NO VND 
aS ROMVAEG 


] ; ENAMEL 
| FILL 


| ACROPRINTER 
Reg. U. S. Pat. Off. 


YOUR DIE-CAST 
PARTS with 


Write For 


Hand and Moto 
ee Models 


| he ROMARK | 
| 426 Morrell St., Elizabeth 4, N. J. | 
“The Original Marking Specialists” 
ee SS A Te and 
Circle No. 13 on Reader Service Card. 
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INDUSTRY 


GETS SALES POST 
AT ADVANCE PRESSURE 


Alfred Schneier, Jr., has been named assistant 
sales manager of Advance Pressure Castings, Inc., 
according to a recent company announcement. 

Mr. Schneier, who is a veteran of World 
War II, joined the Army immediately upon grad- 
uation from high school. He served with the 78th 


Division in Europe until wounded. After his re- 


Alfred Schneier, Jr. 


lease from the Army, he resumed his education 
at Pratt Institute, at the same time gaining shop 
experience with shop work at Advance Pressure. 
After he had gained experience in all phases 
of the company’s activities, he was transferred 
to the sales engineering department. The com- 
pany, which is located in Brooklyn, N. Y., manu- 
factures zinc and aluminum die castings. 


CAMPBELL JOINS ECLIPSE FUEL 

Donald A. Campbell has joined the Eclipse 
Fuel Engineering Co., Rockford, Ill., as vice 
president in charge of engineering and research, 
according to an announcement by J. H. Sands, 
executive vice president. 

Mr. Campbell, a graduate of the University of 
Colorado’s Engineering School, was with the 
company from 1929 to 1939 as a gas combustion 
engineer. More recently he was manager of the 
industrial division of Affiliated Gas Equipment, 
Inc. 


DIE CASTING MANAGER GETS ALCOA SALES POST 

Lewis P. Favorite has been named manager of 
Aluminum Company of America’s New York dis- 
trict sales office, succeeding Edward B. Wilber, 
who has been elected president of the American 
Lumber & Treating Co., Chicago. 

Mr. Favorite, who joined Alcoa in 1927, after 
graduating from the University of Michigan, was 
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formerly product manager in charge of die cast- 
ings sales for the company. 

Alcoa also announced that Robert L. William- 
son has been named to replace Mr. Favorite as 
product manager in charge of the sale of die 
castings. Mr. Williamson has been manager of 
the company’s Kansas City district sales office 
since 1945. 


NEW PAINT LABORATORY 


The National Bureau of Standards, Washing- 
ton, D. C., has constructed a new paint weather- 
ing laboratory. In the past, the durability tests 
of paints by various laboratories have shown 
widely varying results. By controlling the vari- 
ables, and by using accelerated weathering (ex- 
posure to regular cycles of artificial sunlight, heat 
and water to hasten deterioration) the Bureau © 
expects to achieve uniform operation at all times. 

The room, 16 by 25 feet in size, is maintained ~ 
within + 1 C of any desired working tempera- 
ture, which is, at present, 27 C. The relative © 
humidity is not controlled directly, but remains 
in the range of 40 to 60 per cent as a result of 
the subcooling of fresh air brought into the room. i 


AUTO-LITE ELECTS FIVE é 
Election of five vice presidents by the board? 
of directors of the Electric Auto-Lite Co. has 
been announced by Royce G. Martin, president? 
and board chairman. James B. Fenner, formerly” 
treasurer of the company, was elected vice presi-- 
dent and comptroller. : 
Also elected were H. E. Hasemeyer, R. M. Lake, 
C. L. Lancaster and Lyman A. Wine. Mr. Lake 
previously was connected with part of the com- 
pany’s die casting activities, as assistant to C. L. 
Patterson, vice president in charge of the Lock- 
land, Ohio, plant. 


NEW COMPANY WILL MAKE 
INDUSTRIAL PISTON RINGS 
Formation of Precision Piston Rings of In- 
dianapolis has been announced by George J. Deeb, 
Jr. The company, which will make steel piston 
rings for die casting machines and other indus- 
trial and aviation uses, will have offices at 1308 
North Capitol Ave., Indianapolis 2, Ind. 


NEW REYNOLDS ALUMINUM PLANT 
A new aluminum reduction plant with an 
annual production capacity of 150,000,000 pounds 
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of aluminum pig will be con- 
structed near Corpus Christi, 
Texas, by the Reynolds Metals 
Co., Richmond, Va., according to 
R. S. Reynolds, Jr., president of 
the company. The plant, sched- 
uled for operation by the end of 
1951, will employ about 600 
people. 


KIOWA SELECTS AGENCY 


The Kiowa Corp., Marshall- 
town, Iowa, has selected Kane 
Advertising, of Bloomington, 
Ill., to handle the company’s 
first national advertising cam- 
paign, according to Ralph -C. 
McCague, president. 


M. I. T. HAS CORROSION COURSE 


A one-week course on the 
characteristics and mechanisms 
of corrosion and corrosion con- 
trol will be offered at the Massa- 
chusetts Institute of Technology 
beginning on June 18. Accord- 
ing to Professor W. H. Gale, 
director of the summer session, 
the purpose of the course will be 
to bring new information on 


Here’s The 


/ Point 


Lester Castings, Inc. is as dependable as a 
It’s something you take for 
granted. When you place your die casting 
production in the hands of Lester Castings, 
you can be sure. that from beginning to 
end—from engineering and tooling through 
the final production of high quality parts— 
the job will meet the most RIGID specifica- 
Write or call us today—we’'ll be 
happy to quote at no obligation. 


safety pin. 


tions. 


corrosion control to men in in- 
dustry. 

On the schedule are discus- 
sions of the design of equip- 
ment, chemical treatment of the 
environment, cathodic protec- 
tion and selection of coatings 
and alloys economically feasible 
for reducing corrosion losses. A 
knowledge of first-year college 
chemistry will be essential for 
those takimg the course. 
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jected to humidity, abrasion, 
perspiration and sulfur reac- 
tion. 

From a mechanical design 
viewpoint, as well as from ap- 
pearance, the die cast fittings 
have been well suited to effi- 
cient production. The name 
piate die castings used as part 
of the exterior trim come from 
the die caster ready to be ap- 
plied to the sheet metal refrig- 
erator door. 

Small studs formed on the 
rear of the name plate fit 


through holes pierced in the 
steel door and are held in place 
with Speed Nuts requiring no 
thread cutting or other prepar- 
atory operations. 

To assemble the die cast han- 
dle on the freezing compart- 
ment door, self tapping screws 
are used. The door is con- 
structed of two molded styrene 
halves. The handle is attached 
to one half of the door by means 
of self tapping screws and then 
the two halves are cemented to- 
gether so that the screws are 
completely hidden and the as- 
sembly is permanently sealed. 

Other die cast components in 
the unit are the small T-shaped 
elements which serve as shelf 
supports. These pieces, like - 
wise, need no machining or oth- 
er secondary operations, but 
are ready to insert into the re- 
frigerator. 

In all cases, the shape and 
color specified by the designers 
as being most appealing and 
salable have been readily ob- 
tained through the use of die 
cast parts. 
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Lives depend on QUALITY ! 


This precision die 
casting houses the 
COz cartridge for in- 
flation of “Mae West” 
life preservers. 


DIE CASTING by YODER 


Quality, the result of skill and years of experience, 
is instilled in every Yoder die casting. You can 
depend on quality when you depend on Yoder. 
Call, wire, or write today! 


Yoder 


DIE CASTING, INC. 


728 Kiser Street * Dayton 4, Ohio 
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The mating female thread in 
the housing is cut with a col- 
lapsible tap in a drill press at 
the rate of two per minute. 

Preventing Light Leakage 

The three aluminum die cast- 
ings which mount and house the 
lamp, are cast for a close fit to 
prevent leakage of light. These 
parts are die cast in aluminum 
because of its superior heat 
transmission properties. All 
parts of this assembly are at- 
tached by means of holes either 
drilled or cored. Cooling vents 


in the cap and an aperture for | 
the electric cord are formed by | 


coring. 
Summary 
Elwood Pattern Works, Inc., 
is a recognized leader in the 
field, supplying both profession- 


al and amateur equipment for | 
Many of this | 
company’s products are man- | 


photographers. 


ufactured in large quantities, 


justifying the expenditure for 
Company pro- | 
cedure calls for changeover to | 


die casting dies. 


die castings wherever the shift 


can be accomplished with eco- | 


nomical unit cost. 
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tions are required. 

The small 
service jack is located in a cored 
slot in the jack handle cross bar 
and is, itself, a die casting. In- 
stead of zinc, aluminum has 
been used for the trigger, al- 
though either metal might have 
been equally suitable for this 
application. 


A number of parts in the | 
handle assembly Figure 3 are, in | 


fact, die cast. These include the 
hand grip which contains the 


lock and is mounted at the top | 


of the handle. The hand grip 


carries out the decorative plan | 
of the designer, and yet serves | 
job. | 
Vertical ridges which enhance | 


an important functional 


the appearance of the handle, 
also provide non-slipping finger 
grips. 

Of course, the lock barrel it- 
self is die cast ia zinc, and so is 
the small driver which is a 
safety device to engage or 
disengage the handle. This pre- 
vents anyone from lowering the 
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trigger for the 





jack while the mechanic is be- 
neath the car. 
Decorative Trim 

Four of the five die cast parts 
used on the bumper jack are 
external parts (including the 
valve housing already men- 
tioned). These are designed for 
streamlined appearance as well 
as functional use, and the result 
is a handsome, salable piece of 
equipment. 

One additional part on the 
service jack likewise makes its 
contribution to the good looks 


D 


THE 


There must be a reason why 
ing manufacturers © 
reason is the 
will meet every specifi 
accuracy and f 
lona or short runs ts In 
line with their production 
and selling costs 
if you are located west of 
the Mississippi River we 
ore inan excellent position 
to take care of your die 
casting requirements. Quo- 
tations made promptly 


fa 


so mony highly : 
e 

ntrust all of their work to us. T 

y know from experte nce 

cation as to appearance, s 


unction Furthermore, 


of the unit. That is the base 
cover which covers the power 
unit and houses the jack lamp. 
An angular core pull makes 
possible the aperture for the 
lamp without extra machining. 

One small, simple and inter- 
esting die casting is a tube-like 
plunger disc used on the bumper 
jack. This part appears to be 
suitable if cut from tube stock, 
but the non-standard diameters 
makes it more economical as a 
die casting. It has been possible 
to incorporate the cavity for 


BEST IS GOOD ENOUGH 


discriminat- 


that the finished job 
trength, 


the price on either 


UNIVERSAL 


DIE CASTING COMPANY 


5001-05 SANTA FE AVE. e LOS ANGELES I, CALIF. © TELEPHONE: KIMBALL 7264 
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this piece in a combination die, 
thus minimizing tool costs. 

Altogether, Blackhawk Manu- 
facturing Company uses a large 
number of die cast parts. While 
cost is a primary advantage, 
each application of die castings 
is based upon sound engineering 
principles and strength calcu- 
lations. After many years of 
successful use of zinc and alumi- 
num die castings, Blackhawk is 
continuing to expand its ap- 
plication of this efficient quanti- 
ty production method. 


MAGNESIUM PLANT REOPENED 

A magnesium plant, con- 
structed originally for defense 
production in 1941, will be re- 
habilitated under a government 
contract by the H. K. Ferguson 
Co., it was announced recently. 
Production at the plant, which 
has been idle since 1945, will 
be under the control of the Dia- 
mond Magnesium Corp., a sub- 
sidiary of the Diamond Alkali 
Corp. 

The project is to be completed 
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components such as the above. 
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A. mong a wide variety of precision die castings by FEDERAL are power drill 


For over 3 decades our highly trained experts have 
solved problems of even more intricate designs for many of America’s best known 


FEDERAL built dies and high pressure casting equipment with water 
hydraulic injection assure die castings of 
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\ FEDERAL pie castinc co.’ 


2220 N.ELSTON AVE. CHICAGO 


PHONE 


ARMITAGE 


14, Ill. 


6-4803 





and the plant put into operation 
during April. During the next 
two years the plant will produce 
an estimated 72,000,000 pounds 
of magnesium by the electro- 
lytic process. 
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cle. Conditioning rings freely 
rotate in their own orbit on the 
lapping plate, their motion be- 
ing generated by the action of 


the plate itself. 


Parts to be lapped are placed 


inside the conditioning rings, 
| and are separated by thin mi- 
| carta or masonite workholders 


in which holes are cut to the 
profile of the parts to be lapped. 
These parts are rotated by the 
conditioning rings—thus there 


| is no regular cutting pattern on 
| the lapped surfaces. 


The conditioning rings serve 
the purpose of maintaining flat- 
ness of the lap plate. They ac- 
complish this by actually lap- 
ping the plate faster than it is 
being worn by the parts being 
lapped. They can be adjusted 
radially inward or outward, as 
necessary, to maintain absolute 
flatness at all times. It is this 
feature which eliminates “down- 
time,” and makes the Lapmas- 
ter a continually productive 
tool. 


The actual lapping of sur- 
faces results from the action of 
lapping compound which is fed 
to the lap plate by a feed track 
leading from a compound agi- 
tator tank to the side of one of 
the conditioning rings. Rota- 
tion of the rings distributes the 
compound over the surface of 
the lap plate in just the proper 
amount necessary for lapping. 


| Spent compound and metal par- 


ticles are carried away by cen- 
trifugal force and gravity 
through serrations in the lap 
plate, so that fresh compound is 
constantly being brought into 
contact with the surfaces being 
lapped. The orifice through 
which the compound is deliv- 
ered to the feed track is also 
controlled by the timing clock, 
and automatically cuts off at 
the end of the cycle. 


DIE CASTINGS. 





While the Lapmaster will 
handle almost all materials, 
both hard and soft, metallic and 
non-metallic, its application to 
die castings revolves around its 
ability to lap the most common 
die cast metals such as alumi- 
num, zine and magnesium. The 
time cycle required to lap these 
materials depends on several 
factors, such as flatness and 
finish desired, previous machin- 
ing operations and type of lap- 
ping compound used. Yet it is 
important to note that seldom 
will it take more than five min- 
utes to completely remove mill- 
ing cutter marks or other prior 
machine tool roughness or out 
of flat conditions —in other 
words to generate surfaces 
which will make the use of gas- 
kets unnecessary. 

Mention of lapping compound | 
has been made in several places, 
and this should be enlarged up- | 
on—because type of compound 
is the deciding factor in final | 
RMS surface finish and speed | 
of stock removal. Lapmaster 
lapping compounds are com- 
posed of either fine or coarse 
grain abrasives and a specially | 
developed carrying vehicle. 

Fine grain abrasives gener- | 
ate a low RMS finish, while | 
coarser sizes cut faster but pro- | 
duce rougher surfaces. Alumi- | 
num oxide abrasives are used | 
for most lapping operations on | 
flat surfaces, particularly when | 
fine finishes are desired. Sili- | 
con carbide abrasives cut faster | 
and result in rougher finishes | 
than aluminum oxide abrasives, | 
even when size of grain is the | 
same. 

Aluminum oxide abrasives 
are called for when die castings 
of soft materials such as alumi- 
num are encountered, and can 
be depended upon to produce 
finishes of as low as 1 to 2 RMS | 
in short lapping cycles. 


Irregular Shapes Lapped 


Ability of this type of lap- 
ping machine to handle a wide 
range of die cast shapes results 
from two factors: the fact that | 
heavy pressure is not required | 
on the lapped parts, and that 
there is no overhead lapping | 
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plate to limit height of the 
parts. 

In the standard Lapmaster, 
considerable clearance is al- 
lowed between the lap plate and 
the spider bar which controls 
adjustment of the conditioning 
rings. Even this overhead ar- 
rangement can be eliminated 
when unusually tall parts must 
be lapped by using a standard 
roller bar method of adjusting 
the rings. 

The two ring-adjusting meth- 
ods are illustrated in Figure 3. 


Both devices are standard and 
are interchangeable, and the 
manufacturer recommends the 
one most effective on a given 
type of work. It is interesting 
to note that a large number of 
parts could be lapped in a sin- 
gle cycle, and that no two of 
them would necessarily have to 
be the same height, the same 
shape, or even the same mate- 
rial. 
Production Quantities Vary 

Production can mean one 

thing to one user or manufac- 


PROFITS 


“Cleveland” Valve Body and Cap 


PROFITS: The ultimate aim of all business . . . 


A scientifically correct, well balanced die 


eR 


casting obviously means a better product. 
A better product encourages sales. Bigger 
sales means bigger profits. 


YOU CAN DEPEND ON “CLEVELAND” 
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turer of die castings, and it can 
mean an altogether different 
figure to another. To one man, 
it might mean several hundred 
parts a day—to another, sever- 
al thousand or hundreds of 
thousands. A small 12” diam- 
eter lapping plate machine 
might handle all the production 
required for a manufacturer of 
pumps, while a carburetor man- 
ufacturer might need the capa- 
city of a 36” or a 48” machine. 
Several automotive manufac- 


turers, for example, use a bat- 
tery of 72” machines, while a 
relatively large valve manufac- 
turer satisfied his production 
requirements with a single 24” 
machine. 

Figure 1 shows a partial ca- 
pacity chart covering several of 
the standard Lapmaster models, 
having plate diameters of 12”, 
24”, and 48” respectively. Since 
the average die casting is less 
than 6” in length (or diame- 
ter), these three machines 
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DIE CASTING... 


ular high production job. 





HE matter of cost was of poro- 

mount importance on this partic- 

We were 

able to produce castings which 

answered every requirement of close 

tolerance, strength and uniformity at a price considerably 
under that of stamped or sand cast end bells. 


NOW is the time to give careful consideration to the econo- 
mies made possible through the use of die casting. We may 
be able to point out some pleasant surprises in this direction. 


INQUIRIES INVITED! 


ACCURATE 
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would handle most lapping re- 
quirements met in the die cast- 
ing field. 

The chart shows that it does 
not necessarily follow that the 
largest machine should always 
be used for the largest part. 
Production requirements are 
frequently the determining fac- 
tor. For example, take a part 
1” in diameter, and a part 3” 
in diameter. In a single cycle, 
the 12” machine could lap 33 
of the 1” parts or three of the 
3” parts; the 24” machine could 


| handle 180 of the 1” parts or 16 


of the 3”; and the 48” Lapmas- 
ter could produce 764 of the 1” 
parts or 88 of the 3” ones. Each 
of these cycles is seldom more 
than a few minutes for a soft 
metal die casting. In some 
cases it is only a minute or two. 
Thus, even the smallest 12” ma- 
chine could produce a tremen- 
dous daily output of relatively 
small parts. 


Comparison with Grinding-Gasketing 


Once it is clear that this new 
method of lapping can produce 


| surfaces of sufficient flatness 


and finish so that gaskets can 


| be eliminated, it remains only 
| to study the cost differential be- 


tween the standard method of 


| grinding and gasketing versus 
| the new idea of lapping to 
avoid 


the necessity 
gaskets. A picture of the steps 
involved in each _ procedure 
speaks for itself: 

First, in the case of grind- 
ing and gasketing, a costly fix- 
ture must be designed to hold 
the die casting rigidly in the 
grinder. Rigid holding is very 
necessary in grinding opera- 
tions. Such fixtures frequent- 
ly run well over $1000 because 
of the unusual shapes of die 
castings and their non-magnet- 
ic nature which requires me- 
chanical methods of holding. 
The cost of gasketing is hard 
to evaluate, and is best inter- 
preted from experience. It is 
sufficient to point out that time 
involved in assembling gaskets 
to cover the intricate lands of 
some hydraulic transmission 
parts is not only costly, but the 
operation is frequently almost 
impossible. 


of using 
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When lapping is employed to | 
generate surfaces which will 


seal without gaskets, the gas- | 7 E 
keting time and cost of the gas- | 
ket is obviously eliminated. A 


very significant saving is fre- | 
quently found in the holding de- | YOUR DEFENSE ORDERS 
vices, too. In most cases die | Central is strategically located and com- 
cast parts lap of their own pletely equipped with modern facilities to 
weight and a simple micarta | help you meet your critical defense 
workholder, costing a matter of | production schedule. 
a few dollars, will do the job. Rely on Central to provide fast service on 
In some cases holding devices | quality made die castings at lower cost. 
must be developed, but these | @ Complete engineering and design 
seldom run as high as $100. service. 

Another saving enjoyed by . Wide range of quality aluminum and 

3 zinc alloys. 

the production man who laps | © Die and tool making facilities. 
his pressure - holding die cast- | © Machining and finishing. 
Ings was hinted earlier — and Take advantage of this centrally located source 
that is in the labor cost. Pre- | tor plete and p pt service. Write today. 
cision grinding is a machine op- | 
eration, it is true, but skill and 
experience are required — with 
consequent high rates of pay. | * a a T g A L 
The Lapmaster operation is au- | 
tomatically timed and can be | 
handled by an inexperienced op- 


erator after a short period of DIE CASTING and MFG. CO. 
explanation. As a matter of 2935 WEST 47TH STREET © CHICAGO 32, ILL. u 
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Careful attention to your production require- 
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Corporation. You are assured of accuracy in 
4. meg Fg or ee —— EA meeting your specifications, controlled quality 
low overhead clearance. Shown above are | : of metal and speedy delivery of the finished 
Sanarae ve eutomotive sand “ castings. In addition, Fort Engineers will be 
fact, a number of users depend | ; glad to assist you in adapting your dedigrs 
completely on women operators, te i eo eS qety one 
many of whom never before economy of the die casting 
handled a machine tool. pace 

One objection frequently | ow yaya! Die Casting pore 
— against yw pone } 5 rts rer ore ee 
metal joints is “they can’t duction. : 
taken apart.” Lapped surfaces | ALUMINUM-ZINC-LEAD CASTINGS 
actually are easier to separate | Fe . “Certified Analysis Alleys’ 
than gasketed surfaces—because _ 
the gaskets tend to stick. Inci- | 
dentally, it is not necessary to FORT Di E CASTI fy G CORP. 
a a ESE SO CRO 
reasonable care is taken and | MARYSVILLE, MICHIGAN 
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the surfaces are not damaged. 
The idea of lapping is not 
new to the die casting field. A 


| number of manufacturers have 
| been lapping certain parts for 
| years on limited capacity lap- 
| ping machines or by means of 
| skilled hand labor. 


But produc- 


§ | tion precision lapping to elimi- 





| ing production man. 
| ufacturers 











did it before — 


We can do it again! 


During World War II we 
turned out millions of precision 
die cast parts like these for 
Army and Navy Ordnance. To- 
day, with additional equipment 
and a solid background of ex- 
perience, we are better prepared 
than ever to deliver zinc or 
aluminum die castings accord- 
ing to specifications. We will 
te pleased to work with you 
on your needs. Just send 
prints, or samples and specifi- 
cations for estimate. 


OLDEST DIE CASTERS IN UPPER MIDWEST 


Licensed Producer 
Certified Zinc Die Casting Plan 
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CASTINGS COMPANY 


Talmage & 33rd Ave >. t 
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nate gaskets on all pressure 


» | holding die castings—at a cost 
| frequently lower than grinding 
|— is a startling advancement, 
| and merits the careful investi- 


gation of every forward think- 
The man- 
of the Lapmaster 
have set up a complete testing 
and development laboratory to 
investigate new applications of 
this method of lapping, and its 


| | facilities are available to any 


manufacturer who wants to de- 


| termine whether or not lapping 


can improve his product or cut 
his costs. He can arrange to 


| have representative die castings 


lapped, and time cycles and pro- 
duction capacity will be deter- 


mined for him. 
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large die cast main body shown 
in Figure 1. 

The casting consists of two 
hollow-cored parallel elements 
connected by a T-shaped web. 
This web with a T-section has 
adequate strength and rigidity 
to support the entire lamp as- 
sembly on an axis parallel to the 
adjustment post. 

The casting is clamped onto 
the post by means of the split 
sleeve. A double cam on one of 
two ears formed on the split 
sleeve serves to clamp the two 
sides together when a hand 
wheel with a cammed inner face 


| is turned. This provides a sim- 


ple, rapid and positive means of 
locking the enlarger unit to the 
adjustment post. 

The body is cast with a slot 


| at the front end to accommodate 
| the film holder. 


Formed inte- 
gral with this piece are two 
guides, one on each side, to pilot 
the film holder into place and 
act as retainers. 

Also integral with the die cast 
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body are two small bosses on 
each side to hold flat springs 
used to apply pressure to keep 


the film flat. The springs are | 
slipped between the two bosses | 


on each side; a cored hole below 
them serves for attachment of 


a shaft to which the stamped | 
metal lifting-fingers are fas- | 


tened. (These lifting-fingers 
raise the film carrier to permit 
adjustment of the negative.) 


Two additional die castings 


are mounted onto the lower end | 


of the main casting to provide 
adjustable, focusing support for 
the lens. The mounting die 
casting is produced with flanges 
having cored holes by which it 
is fastened to the main casting. 
This piece is tapped and com- 


poses the female portion for the 


adjusting barrel. 
The adjusting barrel is also a 


die cast piece and has a triple | 
thread. A feature of the ma- | 


chining operation on this unit is 


the use of géometric die on a | 


drill press, whereas usually this 
type of threading would be done 
on a turret lathe or screw ma- 


chine. The drill press setup | 
permits even a fairly inexperi- | 


enced worker to do this job. 
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sive must be used with a dip | 


tank, so that the film will not 
harden while the excess runs 
off. In dipping die cast shapes, 


care must be taken that there | 


are no recesses to trap adhe- 
sives, and that difficult-to-reach 
areas are adequately covered. 


Spraying is the most practi- | 
cal form of adhesive application. | 
Either small-cup or tank-fed | 
guns can be used, and in the | 


case of very high production, 
it is possible to use automatic 
equipment. The spray method 
allows the faster drying adhe- 


sive to be used, as the parts can , 
be coated as they leave the spray | 


booth. 


Flock Application. On rigid parts | 
such as die castings, flock is ap- | 
plied either by spray gun or by | 
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Where to get a small han- 
dle button, wear-and-wa- 
ter-resistant . . . light 
enough to be set in plastic 
. produced in large 
quantities, quickly and 
inexpensively? 


-meet 
ASR “specification! 


ACTUAL SIZE 


“WITH GRC TINY PRECISION ZINC DIE CASTINGS 


If obtaining really small parts speedily and economically is your 
problem, too, why not let GRC tackle it? Gries’ revolutionary, high 
speed, mass production methods are geared to turn out simple or 
intricate parts in one automatic operation. Trimmed, ready for use 
. GRC zinc die castings as small as .000004 of a Ib. in lots from 
100,000 to millions ... at a price to help you produce at 

a profit! Remember... it’s GRC for smallness unlimited. 
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the electrostatic method. Flock 
spray guns are similar in con- 
struction to paint spray guns, 
and are fed either from an at- 
tached container, or from a re- 
mote container through a pres- 
sure linee Recommended 
spraying pressure is 25-40 psi, 
with slightly higher pressures 
needed when using the more 
viscous adhesives. Air used in 
spraying flock must be kept 
moisture free. Automatic 
equipment is available for 
spraying flock. 

The electrostatic method of 
flock application is similar in 
nature to the electrostatic paint 
spray method. It is a patented 
process which is used under 
license. 

What Difficulties Are There? 

Other than keeping the adhe- 
sive wet until the flock can be 
sprayed on, the difficulties are 
mostly involved in the storage 
and handling of the flock. Mois- 
ture is the primary cause of 
trouble. If flock is exposed to 


dampness, it will form into lit- 
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ec em TTT & 
tle balls or pills; therefore, it 

should be stored in a cool, dry | 
room until needed. Flock comes 

from the manufacturer in 

weatherproof bags, and some 

users store these bags until | 
needed ; others prefer spreading | 
it on trays in a room kept mois- 

ture-free with calcium chloride 

or some other hygroscopic chem- 

ical. As mentioned before, air | 
used to spray flock must be | 
kept free of moisture. 

In the event that flock does | 
become damp, it can be dried | 
either with chemicals or by the | 
use of spreading trays and heat | 
lamps. After the moisture has | 
been removed, there will be an 
electrostatic attraction between 
the flock particles. This can 
be overcome by allowing the 
normal moisture regain to take 
place in atmospheric conditions. 
After the flock has been dried, 
it should be screened to break 
up any lumps and to remove 
foreign matter. This will also 
apply in processing flock recov- Chicago: 176 W. Adams St. © New York: 12 E. 41st St. 
ered from the spraying opera- Detroit: 715 Donovan Bidg. * Los Angeles: 10583 Holman Ave. 
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with Quality 
ALUMINUM & ZINC 
Die Castings 


Our fully-equipped plant 
is now serving some of 


the nation's largest 
manufacturers from the 
Great Lakes to the Gulf 


Trimming ® Machining 

Die Making ®@ Die Casting 

Plating ® Assembling 
WRITE FOR CATALOG 


TRI-STATE DIE CASTING CO. 


HENDERSON, KENTUCKY 


HATEVER YOUR CASTING PROBLEM 
When You may be—die cast—permanent mold or 


sand cast, specify S-G Aluminum Alloys. 
° Every step in their production is checked 
Think rey j constantly by skilled laboratory men using 
the most modern equipment available. Our 
facilities are available to help you solve 
fe castings of high. your specific problems. 

Trouble-free production of qualit tin 
to P quality castings 
s my fas doesn’t just happen. The skill and know- 

teed ati Staraa- how of diecaster or foundry is of prime im- 
Is eae portance. But the most skilled of craftsmen 
must have the right raw 
material to work with. 
You can rely on S-G Al- 
loys—they meet your most 
rigid specifications, 


Tell us your 
Send blueprints or 
hy for quota. 


of course, obligation, 


| SONKEN-GALAMBA 


Riverview at 2nd Stree >t Kantes City 18, Kansas 


1500 16TH ST., RACINE, WIS. 
APRIL, 195] 








LIST OF ADVERTISERS AND THEIR AGENCIES 
IN THE APRIL ISSUE OF “DIE CASTINGS” 


ADVERTISER AGENCY Page Ne. 


Abbott Ball Co. R. H. Young & Associates 
Accurate Die Casting Co. 3 
Acromark Co. Advent Associates 
Advance Tool & Die Castings Co. 

Allied Research Products, Inc. Emery Advertising Corp. 


DIE CASTINGS Pe ee escesieuinim tos 


Aluminum Company of Amercia Fuller & Smith & Ross, Inc.....10, 


Lik Th American Die Casting Institute 
$ e ese American Zine Sales Co. John Stover Advertising Agency 


Will Save Time and Dollars | “""*” we Te 


Badger Die Casting Corp. Van Handel Advertising Agency 
Bellows Co. Ralph Gross Advertising, Inc. 


Central Die Casting & Mfg. Co. 

Cleveland Hardware & Forging Co....H. B. Kohorn Advertising Agency.. 
Cowles Chemical Co. Bayless-Kerr Co., Advertising 
Crane Packing Co. George R. Holt, Advertising 


Diversey Corp. <~seseseeeseeermmemeoPuttenden & Eger. Adv. 
Dollin Corp. Thoma & Gill 


Electric Auto-Lite Co. Ruthrauff & Ryan, Inc. 
Engis Equipment Corp. Central Advertising Service 


Federal Die Casting Co. 
Fort Die Casting Co. Creative Services, inc. 


C. M. Grey Mfg. Co. 
Gries Reproducer Corp. Harold Marshall Advertising 
Agency 


Henning Bros. & Smith, Inc. 
Hilfinger Corp. 
The Hoover Co. Leo Burnett Co., Inc. 


Kiowa Corp. Kane Advertising 


Lester Castings Co. PDA Advertising Agency 
Litemetal Dicast, Inc. L. J. DuMahaut, Advertising 


Maas & Waldstein Co. Franklin Fader Co. 
Madison-Kipp Corp. The Buchen Co. 

C. H. Milles Foundry Co. 

Milwaukee Die Casting Co...........Paulson-Gerlach & Associates 


Monarch Aluminum Mfg. Co. Lang, Fisher & Stashower, 
Inc. Cover 


Monsanto Chemical Co. Gardner Advertising Co. 
Mt. Vernon Die Casting Corp. Lewin, Williams & Saylor, Inc. 


° * : FY Neilson Chemical Co. Dudgeon, Taylor & Bruske, Inc. 
wire and textile spools, as illustrated above, are just New England Die Casting Co. 

js necessary in troubled war times as in times of peace. New Holland Machine Co. J. Walter Thompson Co., 
Those shown here are cast in single units by Litemetal of Advertising 


magnesium and aluminum alloys. 





Newton-New Haven Co. 

Whether or not your needs are for winding wire, tire en ae Rickard & Oo. 

cord or textile filaments for civilian or military uses, | Paragon Die Casting Co. Cover 
P , : : . Parker White Metal Co. Davies & McKinney 

Litemetal’s extensive spool experience is yours ar te | ce hatin bs pd ahedaee ae ek 

asking. These die cast spools of lightweight alloys save | Pressure castings Co., Inc. Humphrey, Prentke & Associates 

time, material and much of the labor formerly required 


for machining and finishing. 


LITEMETAL DICAST, INC. is an organization of special- Seite wieteciane — Walter Tagen Associates 


ists —men thoroughly experienced in the casting and | Sonken-Galamba Corp. Merritt Owens Advertising Agency 
ad ° : ee Frederic B. Stevens, Inc. Grant Advertising, Inc. 

machining of magnesium and aluminum alleys—e- | ONs mic testers Castings Co. 

new metals of structural design. | Superior Die Casting Co. W. B. Doner & Co. 


Write today for literature and design information. & 
Quick action on inquiries. 


Racine Die Casting Co. 


Thompson Products, Inc. 
| Tri-State Die Casting Co. Lewin, Williams & Saylor, Inc. 





LITEMETAL DICAST Inc. Twin City Die Casting Co. Arnold Niemeyer & A 


a 4 United Chromium, inc. Rickard & Co. 
1925 WILDWOOD AVE ‘ ACKSON. MICHIGAN Universal Die Casting Co... 


Yoder Die Casting Co. Ankeney Advertising Agency 
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F YOU ARE LOOKING for a thoroughly depend- 
able source of supply for every phase of your die 


T casting requirements we believe that our extensive 

DIE CAS ING facilities for doing a complete job merit careful 
consideration. 

PLATING Here at Hilfinger we have the skilled organization 
(450 employees) and the modern equipment to 

ASSEMBLY do everything from design to packaging under one 
roof. 

AND Since this company was established in 1916 we 


PACKAGIN’> have served a wide variety of manufacturers and 


today are in an excellent position to again supply 

ALL UNDER ONE ROOF your government or defense needs. All inquiries 
will receive the most prompt attention and our en- 
gineers are ready to serve you. 


HILFINGER CORPORATION 


1830 Westwood Avenue « Toledo 7, Ohio 
JOrdan 3706 
SALES OFFICES: New York City, Chicago, Detroit 





Over 80, 


000 Square Fee; 


PARAGON DIE CASTINGS are all 
the name implies—excellent in 
structure — outstanding in appear- 
ance — unsurpassed in design 


Our modern plant has every facil- 
ity for precision workmanship that 
reduces assembly and machining 
costs to an absolute minimum 











Consult any of the 
offices listed below or write us 
direct for information on how 
to increase the salability of 
your product by die casting 


wtih Se KENS AVENUE 


DETROIT CHic 


e 'NDIANAPOLISs 


- MILWAUKEE 


. CHIiCago 





